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MONARCH 
VELVAGLAZED 

DIE CASTINGS 
USED ON THE 
GENERAL ELECTRIC 
CANNISTER CLEANER 


Cuta- Finishing Costs... 


AND IMPROVES PRODUCT QUALITY 


Velvaglaze is now used by leading manufacturers to 
obtain a more durable, brighter surface finish that improves 
product sales appeul. Velvaglaze resists scratching and 


marring experienced on nermal cast aluminum surfaces. 


Velvaglaze is available exclusively on Monarch aluminum 
Permanent Mold castings and aluminum Die Castings. 
Investigate the substantial savings you can obtain over 
other comparable fine finishing methods using Monarch 


Velvaglaze castings 


WRITE TODAY FOR 
FREE BROCHURE 


“Here's How You Can Cut 
Die Casting Finishing Costs” 
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Won R e Aluminum Permanent Mold 


e Aluminum Die Castings 
Detroit Ave. at W. 93rd St., Cleveland 2, Ohio 


© Certified Zine Die Castings 
e Complete Product Assembly 
© Every Modern Finishing Service 
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THE INCREASING TREND among 
American manufacturers to utilize the 
advantages and cost savings offered by 
Aluminum Permanent Mold castings and 
Aluminum Diecastings is emphasized by 
Department of Commerce monthly figures. 


* * 


PERMANENT MOLD AND DIECASTINGS 
account for 60% of the current monthly 
shipments of all types of aluminum base 
castings with the tonnage between Per- 
manent Mold and Diecastings running 
almost even. Unfilled orders, reported as 
of May 1952, indicate that this trend will 
continue in the months ahead. 


* * x 


MONARCH’S UNIQUE POSITION in 
both the Aluminum Permanent Mold and 
Diecasting field has a direct influence on 
these figures. We welcome an opportunity 
to clearly outline — without prejudice — 
the advantages that each of these modern 
production casting methods offer as an 
answer to your immediate casting problem. 


* * * 


The final choice between Permanent Mold 
and Diecasting methods of production 
should be based upon careful anzlysis of 
the following important factors: 


COST —the final assembly cost of 
the casting with all variables 
considered. 


TOLERANCES — factua! evidence 
that casting tolerances can be 
maintained under full production 
conditions. 


PHYSICAL STRENGTH —deter- 
mine that required physical 
strength can be actually checked 
in production. Don’t rely on ‘book 
values’. 


SURFACE FINISH —demand pro- 
duction evidence of surface qual- 
ity required. 


PRODUCTION QUANTITIES— 
analyze equipment capacity and 
flexibility of production method 
and source. 


* - « 


These are the factors that Monarch pro- 
jects into every estimate that we formu- 
late. We will endeavor to discuss each 
factor in greater detail in future columns. 
In the meantime, our experienced per- 
sonnel are at your service to assist you 
in finding the correct answers to your 
casting problem. MONARCH ALUMI- 
NUM MFG. COMPANY, DETROIT 
AVENUE AT WEST 93rd STREET, 
CLEVELAND 2, OHIO. 
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KUX 


FIRST NAME IN DIE CASTING MACHINES 


—helps make 


first name in washers 





Since 1907, over 6 million Maytag Washers 
have been sold—far more than any other. 
The reason's clear; Maytag makes a wonder- 
ful washing machine . . . plus a full line of 
other home laundry equipment and famous 
Dutch Oven Ranges. It’s logical that KUX, 
first name in die casting machines, should be 
used in the quality production of these 


: superior products. 
Hydraulically operated die casting machine for pro- The use of KUX die casting equipment can 
duction of aluminum castings. . 
put YOUR PRODUCT ahead—or keep it 


ahead. Reduce your manufacturing costs— 








increase the saleability of your product, with 


quality die castings made on these rugged 
machines. 


Write for illustrated catalog showing com- 
plete line of KUX Die Casting Machines 


Battery of KUX Die Casting Machines in operatior: in KUX MACHINE COMPANY 
the ultra-modern Maytag factory at Newton, lowa 6725 N. Ridge « Chicago 26, Illinois 


KU X 


FIRST NAME IN DIE CASTING MACHINES 
SELECTED BY FIRST NAMES IN INDUSTRY 
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Die Caatings PRESSURE 
your amawor! 








Because PRESSURE — 


mn Leohdlo(-SM-Vilellil-t-lelileMolite Mm olgelelatilol Ma colell hil-C Me lilel me) oL-1eehi- ’ 
as a division of your own business. 

—furnishes a combination of men, machines and metheds geared 
to meet your own production requirements. 

—rmaintains an efficient operation that gives close personal 
attention to every job at all times. 

—assures the kind of friendly business relations everyone seeks. 

Here may be your answer to better die castings. Send us your ; 

inquiries. Write for descriptive circular. 
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@ Sign posts along the 
road to manufacturing efficiency point to the 
Newton-New Haven Co. as the single source 


for your die casting needs. 


You can be sure you are headed in the right 
direction when you bring your die casting 
problems to Newton-New Haven. Here is an 
organization that has the equipment, the per- 
sonnel, the experience and the whole-hearted 


desire to help. 


Newton-New Haven has 
prepared «a booklet on 
“Dimensioning Die Cast- 
ings.” This is a basic data 
that every Engineer and 
Designer should have. 
Write on your company 














letterhead for your copy. 


EWTO 
EW HAVE THE NEWTON-NEW HAVEN 


689 THIRD AVENUE . ~~ WEST HAVEN 16 
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LETTERS TO 
THE EDITOR 


ANTI-GALLING COMPOUND 

We have not been successful 
in obtaining a quantity of “Rag- 
osine’’, an anti-scuffing (anti 
galling?) compound which may 
be British made. Can you help 
us locate a source of supply for 
this material? —J.L. 





We are not familiar with this 
material, but perhaps some of 
our readers can suggest a source 


Ed. 


ZINC ALLOY VS DETERGENTS 

Has any work been done in 
obtaining zinc alloys’ which 
would not be affected by deter- 
gents, or are any treatments 
available which would minimize 
the action of detergents on zinc 
die castings?—L.D. 

A number of washing ma- 
chine companies use zinc die 
castings without special treat- 
ment for washing machine fit- 
ings, such as overflow valves 
and other components subjected 
to soap and detergents. 

Two improved zinc alloys 
which meet ASTM specifica- 
tions, especially with regard to 
control of trace impurities, have 
given stable, strong and reason- 
ably corrosion-resistant zinc die 
casting alloys. 

There are also a number of 
chemical surface conditioning 
treatments, most of them pro- 
prietary, which are intended pri- 
marily for the corrosion-protec- 
tion of zinc die castings. A list 
is forwarded. Both phosphate 
and chromate type chemical 
dips are available which will 
protect zinc at low cost.—Ed 


PLASTER MOLD CASTINGS 

Have noted with interest your 
article on _ plaster molding. 
Would appreciate your advising 
several leaders in the field, par- 
ticularly concerning yellow 
brass castings.—J.W.S. 

List of leading plaster mold 
casters who work in brass has 
been forwarded.—Ed. 

continued on page 6 
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Whos Conservative?) 


Now don’t get us wrong! 

What we mean by “conservative” doesn’t have a thing 
to do with your taste in bow ties, or how hard you'll root 
at the homecoming game next fall. This is a different 
kind of conservation story . . . one that’s told in terms 
of men, money and materials. 

The success of your company depends on just how 
“conservative” you are! 

For more than a quarter century KIOWA know-how 
has enabled manufactures to do a better, more eco- 
nomical job with the business budget. 

Here is another example of how . . . 


PRINT TO PRODUCT 


The bronze oilite bearing was inserted (at 


the left) and cast all in one operation. 


This KIOWA service of casting inserts into 
the part effects a great savings in labor 
and materials for the Chamberlain Cor- 


poration of Waterloo, lowa. 


ANNIVERSARY @ Zinc Base Die Castings 
e Brass, Bronze, Aluminum Sand Castings 


e@ Aluminum Gravity Die Castings 
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here's real news! 


an 





for all DIE CASTERS 


file folder... 


LETTERS TO THE EDITOR 
continued from page 4 
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IRON POWDER 


We would appreciate the 
pamphlet entitled, “Hydrogen 


| Reduced Iron Powder” by R. H. 


Rodrian of the C. K. Williams 


| Co. If you do not have the 
| pamphlet would you kindly let 
| me know where I may obtain it. 


—E.L.H. 
The paper on hydrogen re- 
duced iron powders was de- 


| livered by Mr. Rodrian before 
| the recent meeting of the Metal 


Powder Association in Chicago, 


| and is published, along with 
| other papers presented at the 
| meetings, by the M.P.A. Copies 
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can be purchased by writing to 
the Association at 420 Lexing- 
ton Ave., New York 17, N. Y. 
—Ed. 


SOURCE OF IRON POWDER? 


I have been following your re- 
cent articles on the “Use of Iron 
Powder Parts” and have found 
them most interesting. In fact, 
it aroused my interest to such an 
extent that I felt I should write 
you regarding some advice on 
this subject. 

We do quite a bit of shot blast- 
ing of metal parts in our com- 
pany. An angular grit iron shot 


is used in metal parts such as as 


It's the new DIE SLICK DATA FILE, a con- 
densed library of die casting die lubrication 
information together with a listing of the best 
lubricants for the job requirements. It’s the 
Write today! result of many yours’ enpetienee in working 
with die casters everywhere. Ask for your copy 
now (on your company letterhead, please). 
No charge—no obligation! You'll save time and | 
money, too, when you standardize on Die Slick. 


a 1 gq ‘KK 
start every job with DIK SLIC 


the industry's standard die lubricant 
G. W. SMITH & SONS, INC., 5403 Kemp Road, Dayton 3, Ohio 


Sole Imperter for Great Britain: W. H. HOOKER, LTD., 4 Midland Crescent, Finchley Road, London N.W. 3 
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aluminum, molybdenum, steel, 
brass, etc. 

The excess, or waste shot, 
along with the powdered metal 
removed from the parts is then 
removed and sold for scrap. As 
much as six tons of shot have 
been used in one month. 

What I am interested in, of 
course, is whether or not this 
powdered iron waste (even 
though it is mixed with other 
metals) can be used in powder 
metallurgy. 

I’ve had our Purchasing De- 
partment contact suppliers of 
our shot to request their assis- 
tance in utilizing this waste 
product. They were unable to 
suggest any other means of sale 

continued on page 74 
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Serving 


American Industry 


with CONTROLLED QUALITY 
Zinc Base Die Casting Alloys 


From raw metal to ready-to-cast alloy, close laboratory control 
is exercised over the purity and processing of materials. 


Alloys that are dependable — right down to the last decimal place 
— are guaranteed by the modern quality control equipment used by 
H. Cohn & Sons, Inc. Every ingot of zinc alloy is manufactured to meet the 
rigid requirements established by the die casting industry. 


We stand ready to supply you with our uniformly high quality zinc 
die casting alloys. Let us know your requirements. 


Industry's most dependable source 
for the finest alloys made. 
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Does this man 
Look Like You? 








at PARKER he is you! 


Tins man takes your place at Parker. His title? —Testing Chief. At regular 
intervals during the production of your die castings, your ‘‘representative’’ checks 
material tests, designs, tolerances and specifications. He is constantly watchful 
that your exact requirements are being met. He is literally serving two masters— 
for through his careful scrutiny of every job your satisfaction is guaranteed, and 
Parker's facilities are kept at a peak of efficiency. This is another instance where 
Parker's half-century of experience pays off for you. Call the Parker representa- 
tive on your next die casting problem. 
OLLIE J. BERGER COMPANY, 139 North Clark Street, Room 1415, Chicago 2, 
Ill. Dearborn 2-4954 e WILLIAM H. BROXTERMAN, 2174 Buck Street, Cin- 
cinnati, Ohio Cherry 1623 e J. C. PALMER, 712 State Tower Building, Syra- 
cuse, N. Y. Phone 2-0194 e GIRARD L. PALMER, 405 Farmington Avenue, 
Hartford 5, Connecticut Hartford 3-1987 e HODGSON-GEISLER CO., 18917 
James Couzens, Detroit 35, Mich. Diamond 1-258G e LARRY WARD, 1500 
La Salle Avenue, Minneapolis, Minn. Atlantic 1331 e WARREN G. OLSON, 
420 East Linn Street, Bellefonte, Penna. Phone 4852 e DANIEL F. MARSH, 


35 Chestnut Street, Girard, Panna. Phone 3070 e EDWARD F. HIGGINS, JR., 
4931 Laclede Avenue, St. Louis 8, Mo. Forest 6541. 


Parker White-Metal Company + 2153 McKinley Ave. Erie, Penna. 


PARKER Pic lesions 
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Independent Fabricators ‘ely on 


Kaiser Aluminum engineers ie for expert 


technical advice and engineering assistance 


on any aluminum casting (8) or extrusion 


of Kaiser Aluminum. 


> Aluminum pig specification ingot, ex- 
trusion billets. Sales offices in principal 
cities. Kaiser Aluminum & Chemical Sales, 


Inc., Oakland, California. 


Kaiser Aluminum 


A major producer of aluminum pig, specification ingot and extrusion billets 


nm the Reader Service Ca 
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for Quality Production 


AMERICAN \ ELECTROLYTIC 


99.99+ % 
SLAB ZINC 





AMERICAN ZINC SALES COMPANY 
Distributors for 
American Zinc, Lead & Smelting Company 


Columbus, Ohio ¢ Chicago @ St.Louis © New York 
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WepcELock IS A KNOWN QUANTITY. oe 


the product of a 25° ZI ear background 


Deliberately, Wedgelock was designed to produce 
denser castings and more of them, to cut mainte- 
nance and down-time, and to deliver longer, trouble- 
free service. The die opening can be set at any 
point from 10” to 15”. A shallow cavity can be run 
at a 10” opening for faster cycling and increased 

output. Motorized central 

screw adjustment (exclusive) 


regulates die height, making possible adjustments 
to .001". No toggle links to wear and replace; 
hydraulic ejection built into machine. Adjustable 
relief valve permits adjustments for 1000 to 2000 
p.s.i. on shot cylinder. Pressures up to 40,000 lbs. 
are held without flash. Powerful hydraulic cylinders 
insure positive, direct locking; dense, solid castings 
and longer die life. Get al] the facts NOW. 


17920 WATERLOO ROAD 
CLEVELAND 19, OHIO 


(Copaboga | (adlusthies 


FOR SOUND, USABLE DIE CASTINGS 
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Super Dense Die Casting 
a wild-goose chase? &(\ 7 


_— 


Cross section of aluminum die casting 
(end plate for air brake vacuum cylinder) 
about 4/5 actual size 


not ona LESTER! 


Many logical applications for aluminum die castings are discarded simply because 
some die casters don’t have the right machines to do the job. But a whole new field 
of applications is opened, when you consider.the work being done on Lester- Phoenix 
cold chamber machines equipped with a Pre-fill. Take the experience of Bendix 
Products Division of Bendix Aviation Corporation, for example. The part shown 
here is an end plate for an air brake vacuum cylinder—a critical application that 
demands a super-dense die casting, thoroughly sound and leak-proof. 


To meet these high standards, Bendix turned to their Lester-Phoenix die casting 
machines. We are now informed that they are elated over the results obtained on 
their HHP-3X machine. They report that the castings are anusually dense in structure, 
and show no signs of porosity whatsoever. 


We know that you, too, are interested in getting quality die castings and trouble- 
free, economical performance: so, write for complete specifications. And ask for 
a free copy of the Lester Press. 


ESTER-PHOENIX DIE CASTING MACHINES 


REPRESENTATIVES FOREIGN 


New York . . . . . Steven F.Krould Cincinnati . Index Machinery Corp. Toronto, Canada . . Modern Tool Works, Ltd. 
ieee. wk Thoreson-McCosh los Angeles . .« Seaboard Machinery Co. London, England . . . . Dowding &Doll, itd 
Calcutta, India . . . . FrancisKlein&Co.,Ltd. 
; é Sydney, Australia . . . Scott & Holladay, itd. 
Clevelond . . . . . Don Williams St. Louis, Milwaukee - » « A.B. Geers Jopan, New York . - + W.M. Howitt, Inc. 


distributed by LESTER-PHOENIX, INC.,2:08-B CHURCH AVENUE e CLEVELAND 13, OHIO 


Chicago . « « « « SDJ. Sehmidt Sanfrancisco . . J. Fraser Rae 
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THIS... 


A quarter of a century's experience 
gained in making billions of metal 
powder parts, plus our thorough 
knowledge of our business, adds up 


to real and tangible benefits for our 
customers. 


The result of our experience and knowl- 

edge is a constantly widening choice of ma- 

terials and applications. The results of our 
research are techniques that produce closer 

tolerances, improved physical properties and 
more complicated designs. 
It all adds up to the fact that metal powder parts 
made by Moraine do more and better jobs each 


year ... that they are produced faster and at 
lower cost. 


rv Me 
po MORAINE PRODUCTS 


DIVISION OF GENERAL MOTORS 
DAYTON, OHIO 
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Pb wave len 


Examination of the spectrum emanating from 
the vaporization of the zinc sample and re- 
corded on spectrographic plate quickly reveals 
the chemical content of the sample. The spec- 
tral lines indicate which elements are present 
and to what extent. Iron, lead and cadmium 
are the most commonly found impurities, but 
by far the most harmful from the standpoint 
of die casting is lead. Note the “lead” line of 
Bunker Hill zinc. It is hardly visible. It tells the 


story of an exceptionally low lead content in 
a zinc running consistently 99.995+% pure. 

Bunker Hill, the first commercially available 
four-nines metal has never failed the die cast- 
ing industry in consistency of purity. The elim- 
ination of lead from zinc was a notable 
advance in the art of zinc refining, and the 
enormous expansion in the use of zinc base die 
castings is the direct result of this outstanding 


metallurgical achievement. 


DIE CASTING is the Process... ZINC, the Metal ... BUNKER HILL, the Preferred Zinc 


A spectrograph is basically a picture of a spark. All ele- 
ments, when “excited” by heat or electrical discharge, emit 
radiations of known wave lengths, usually measured in 
Angstrom units (A). In spectrography, this light is dispersed 
into its component parts (the spectrum) and recorded on a 
photographic plate. The wave lengths ore always the same 
regardless of what other elements are present in the sub- 
stance under investigation, and since these wave lengths 
are accurately known it is possible to identify each line in 
the spectrum and thus gain a complete knowledge of the 
composition of the metal. The density of the spectral line 
beors ao direct relation to the amount of the element pres- 
ent, therefore the spectrograph also provides oa basis for 
quantitative analyses. 


Eastern Sales Agents: ST. JOSEPH LEAD CO., 250 PARK AVE., NEW YORK 17 


BUNKER HILL 99.99 


Sales Office for Pacific Coast 


NORTHWEST LEAD CO., SEATTLE, WASH. 
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No Problem/’s Too Tough 
RECISION 











Qi, Ela 
iP MENT and the finned shape of the casting, the Safety-Grid 
G EQU dissipates heat rapidly, but stays at a relatively low 
operating temperature. Practically impervious to cor- 


PRECISION Casts : 
rosion and oxidation, it will far outlast ordinary open 
These Elements For — wire elements. 


In producing these aluminum die castings, Precision 
demonstrated these abilities: 
The Electromode patented die cast aluminum Safety- 


Grid heating element, illustrated above, consists of a ® Superior casting techniques made possible the pro- 
nickel chromium resistor wire, insulated with a fused duction of castings requiring highly complicated 
oxide powder, encased in a seamless metal sheath, and coring methods. 


die cast in the finned aluminum casting, which com- ® Production of die castings with multiple thin sections. 


pletely seals the element. ® Assurance of an unfailing supply of die castings to 
Because of the high thermal conductivity of aluminum the customer. 


Since 1909 the name “PRECISION” hos been the 
symbol of highest quality in the die casting industry. 


PRECISION CASTINGS CO., 
212 Walnut St.. Fayetteville, N. Y. 
Syracuse. N. Y. « Cleveland. O. + Kal 


w 
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USCO K Aluminum Alloy (AXS-679 Rev. 
3) is one of several standard Cu-Si die- 
casting alloys produced to exact speci- 
fications under our famous Production 
Control System ...a guarantee to you 
of consistent high quality. If you prefer,, 
we can produce promptly an aluminum 
die-casting alloy to your exact speci- 
fications. 


py 























USCO K will give you the mechanical 
and physical properties you desire with 
the result you'll have fewer rejects and 
increased volume ...money in YOUR 
pocket! 








Our metallurgical engineers, who have 
a practical working knowledge of your 
problems, are at your service always. 


ni 


For outstanding castability— maximum 
production economy—uniformity of anal- 
ysis and performance—order USCO K! 
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FREE —send for your copy of the 
USCO Aluminum Alloy Selector. A 


| 


handy guide to analysis, specifications 
and many other foundry problems. 


| 


i 


: 


1) 


© 


U.S.REDUCTION CO. 
* € East Chicago, Indiana 
For 48 years, pioneers in 


aluminum development. PLANTS: EAST CHICAGO, INDIANA e TOLEDO, OHIO 
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Here at Mount Vernon, we are proud of our 
long-lived dies that ‘‘stand the gaff’’, exceed 
normal life expectancy despite the severe 
punishment of continuous operation. The one 
pictured has duplicated the casting shown 
more than 1,300,000 times—and this die is 
still in use. 

Die casting affords two outstanding produc- 
tion economies: (1) rapid production; (2) re- 
duced machining and finishing. 


Both advantages are fundamental factors in 
establishing lower unit costs. But the degree 
to which savings may be realized depends 
upon the quality of the workmanship in mak- 
ing the dies and the care with which they are 
used. Dies that retain their accuracy for longer 
periods—yield clean, flawless castings day in 
and day out—quickly write off initial costs, 
and reduce ultimate costs oppreciably. 


If you have not already profited by the econ- 
omies to be gained from die casting, consult 
with us. We are confident that, with our com- 
prehensive experience, skills and modern fa- 
cilities, we can show you the way to increased 
output at lower cost. 


= Sita, 
SESSEzsee,,. 


MT. VERNON 
DIE CASTING CORP. 


MT VERNON NEW yoerr« 


1,300,000 CASTINGS 
FROM THIS DIE- 


_ Since Sept. 1947 


Produced for The Apex Electrical Mfg. Co 


Cleveland, Ohio 
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* That's the actual figure, but the 
abbreviation stands for units made per 
hour —in the Cleveland Die Casting 
Machine shown at right. Working in the 
ultra-efficient King-Seeley plant at Scio, 
Michigan, this Cleveland machine is 
speeding production of automobile dash- 
board instrument parts. The part being 
produced, an instrument cluster housing, 
is shown below, “‘as cast.” 


4126 IPH 


in a CLEVELAND die casting machine! 


ME scetey Corporation, leading supplier of dashboard 


instruments to major automobile manufacturers, is widely known for excel- 
lence of product design and construction; for high efficiency in manufactur- 
ing methods. To maintain critical standards in its die casting department, 
King-Seeley relies on a Model 400 Cleveland to produce top quality cast- 
ings at high speeds. 


King-Seeley uses zinc die castings exten- 
sively for such parts as the horn ring shown 
below; housings for telegages (water tempera- 
ture, fuel level and oil pressure); bezels; small 
intricate frames; and speedometer and gauge 
components. Chances are your car has several 
King-Seeley products in it. 


# 


\ THE CLEVELAND AUTOMATIC MACHINE COMPANY } 


Typical of the parts produced on this Cleveland machine is the instru- 
ment cluster housing shown above. Approximately six pounds of zinc 
alloy are injected into the die, producing two parts per shot. The Cleve- 
land’s powerful die locking pressure and high injection speed produce 
sound, dense, “hardware finish’ castings. Dimensions are held to close 
tolerances. Secondary drilling operations on the part have been eliminated 
by precision coring of 13 holes. Production averages 213 shots—426 parts 
—made per hour. 


To get the most from your die casting department—in speed of produc- 
tion and quality of casting—profit from the experience of leading die casters 
and investigate the advantages of the Model 400 Cleveland. Your inquiries 
will receive prompt attention. For machine specifications, write for free 
copy of bulletin. 


in. bre Be &, 4952 Beech Street 


Cincinnati 12, Ohio 
SALES OFFICES: CHICAGO 
CLEVELAND © DETROIT 
HARTFORD « S. ORANGE 


Manufacturers of a Complete Line of Single Spindle Automatic Screw Machines and High Pressure Hydraulic Die Casting Machines 
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PERMANENT MOLDERS! 
DIE CASTERS! 


WHY HOLD UP PRODUCTION 
FOR AN EJECTOR PIN! 


WHEN YOU CAN... 


Stock Up aud Save 


With [MIE STANDARD EJECTOR PINS 


By keeping on hand a ready supply of the most often re- 
quired sizes of D-M-E STANDARD EJECTOR PINS, the men 


responsible for increased production have effectively 


costly delays and kept production rolling 


reduced 


D-M-E’'s use of superior steels, coupled with the most ad- 


vanced methods of manufacture bring to the industry an ejector 
pin that conforms to the most rigid molding requirements. 
These same advanced production methods of manufacture make 
D-M-E EJECTOR PINS available at prices which put “home- 


made” 


Now is the time to 


ip a. i 


pins at a premium 


contact your D-M-F 


Branch and Stock 


The Finest Exector Pine Made / 


Standard Lengths 
6", 10” and 14” 


Hot-Forged 
Annealed Heads 


Choice of 
Hotform or 
Nitralloy 
Steel 
Nitrided 
Case 


Tough Core 


Std. Stock Sizes 
3/32" Dia. to 3/4" Dia. 


(Also .005” Oversize) 


TOPS IN PERFORMANCE! 


Send for YOUR COPY of Data Sheet 521 TODAY 
complete specifications, sizes and prices. 


for 


DETROIT MOLD ENGINEERING CO. 


6686 E. McNichols Rd. 


— Detroit 12, Michigan 


Please send Data Sheet 521 to: 


Company 


Address 


City 


Zone 


DETROIT MOLD ENGINEERING CO. 





6686 E. McNICHOLS ROAD 


DETROIT 12, MICH. 


PHONE TWinbrook 1-1300 
TELETYPE NO. DE 397 





1217 CENTRAL AVENUE 


HILLSIDE, N. J. 


PHONE Elizabeth 3-5840 
TELETYPE NO. ELIZ NJ 447 








5315 W. LAKE STREET 
CHICAGO 44, ILL. 
PHONE COlumbus 1-7855 

TELETYPE NO. CG 1840 





D-M-E CORP, — 5473 LAKE CT. 


CLEVELAND 14, OHIO 


PHONE ENdicott 1-0907 
TELETYPE NO. CV 646 


3700 SOUTH MAIN STREET 


LOS ANGELES, CAL. 


PHONE ADams 3-8214 
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NEW STROMAN 
DOUBLE CHAMBER 
“DC” ALUMINUM 
MELTING FURNACE 


a | For Die Casting - Sand Casting 
Aye. . or Permanent Mold Plants 






: : Rear and ’ . : ; 
side view This revolutionary type furnace for melting and holding alum- 
Showing inum is composed of two separate chambers combined into a 
Charging single unit. One chamber is for melting only, where the ingots 
th or returns are completely covered by flame as they are fed 


into the charging door and all capilatory moisture is driven 
out before the metal melts and runs into the holding chamber. 
. Metal usually flows into the holding chamber at between 
1160—1180 degrees. Cold, or moist metal NEVER 
reaches the molten bath. This eliminates gas pick-up and the 
resultant fault . . . porosity. The holding chamber is heated 
separately from the melting chamber to assure correct pouring 
Fe ow temperature. Both chambers have automatic temperature con- 
trols, to eliminate manual miscalculations. Metal in the holding 
chamber can be controlled to within plus or minus 10 degrees, 
4 as it is constantly fed from the melting chamber with metal 
well in of a constant temperature. 
front Another outstanding feature is that it eliminates hard spots in 
the molten bath, and the bath can be held day in and day out 
without tapping, and show no ill effects. With a "DC" Aluminum 
Furnace you can do away with the tasks of tapping and making 
. ingots at night and time wasting heating-up in the morning. 
} Fuel costs for keeping metal at correct temperature overnight 
4 are negligible in comparison to time wasted in the old way. 
5 Man hours are costly and hard to find . . . conserve them! 
| { An exclusive feature that die casters and permanent mold 
i Cin founders will find a great convenience and economy is the fact 
~ that REJECTED CASTINGS CONTAINING INSERTS can be 
remelted in the “DC”. It sweats the aluminum off the insert in 
the melting chamber and leaves the insert where it can easily 
be raked out of the charging door. 
Separate melting and holding in one unit also keeps fuel costs 
at an astounding low ... as metal does not lose temperature in 
transport from melting to holding furnaces and there is no pre- 
heating of holding crucibles. With a "DC" constant, efficient, 
flawless and most economical castings are assured. 


| side view 
Dip-out 









_ = Capacities range from 700 pounds a molten bath up. Gas, 
5 om 8 Oil, or Combination Gas-Oil Fire. 
eel FS ip-ovt 

a WRITE TODAY FOR: 


side Specifications .. . Aluminum Heat Content Chart 
Section View of Stroman “DC” Furnaces 


SOSO 
seeeetetes 





FURNACE & ENGINEERING CO. 


Division of The Petersen Oven Co. 
9900 Franklin Ave., Franklin Park, Illinois 








For Zinc Alloy 


Die Castings 

That Measure Up 

To The Highest Standards 
Consult 





or 
Complex 


Dimensional 
Accuracy 
Improvement of product quality and reduction of 
costs is the aim of all management today. Our castings 
are both competitively priced and outstanding in 
quality, and can help you build a better product for 
less. May we quote on your requirements today? 


Our Engineers 
Are At 
Your Service 


SCHULTZ DIE CASTING COMPANY 


1810 CLINTON STREET © TOLEDO 7, OHIO 
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Specialized Equipment Cuts Costs 
when you specify.. BDT@) AN] PeRReRHn 


ALUMINUM 


DIE-CASTINGS 








Large or Small, 
Zine or Aluminum— 


DOLLIN ot oe ie ws 
moke it fast—at low cost 


e ALUMINUM cold chamber type, high pressure 


for production of all cial sizes. 





e ZINC large plunger type machines. 


ad SMALL ZINC CASTINGS special automatic 


equipment makes small parts at high speed. Range: 
1000 per Ib. to 3 per ib. Write for New Specialized 
Bulletin. 


Send prints or samples for estimates 
and engineering advice 
at no obligation 


a ty, \ 
CORPORATION 
614 So. 21st St. 
Irvington 11, New Jersey 
SALES OFFICES: Detr * Philadelphia * Chicago * Bo 
vis * Buffalo - onten'* SREEsbeeh 
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Top Level Management Discusses... 


What’s Ahead for DIE CASTING 


PRECISION METAL MOLDING has invited respon- 
sible executives in the Die Casting field to give you their 
views on what lies ahead for the users of die castings. 
They are conversant with the technical aspects of die 


. : casting, the metals situation, the finishing problems, 
Technical Advancement and the trends in industry in general. 


New Applications 


Alloy Supply Each member of this Round Table has made an effort 

: a to present the situation as it appears from his point of 

Improved Finishes ie Their opinions may be naar aie someon 
of the commercial die casting industry, even though 
their ideas vary on some aspects. In the following pages, 
they'll tell you about the trends in design, in metals, in 
finishes, in machines and dies, and in new applications . 


SEPTEMBER, 1952 Page 23 





Robert C. Strassman, Secretary-Treasurer, Badger Die Casting 
Corp.: “Die casting is tied to the craftsmanship of the die makers .. . 


The future of the die cast industry has only one limitation on it 
today, and that is the lack of material for dies and machine parts, 
which would be stable under repeated heat shocks. (The problem 
is under research by the industry.) Disregarding the search for the 
ultimate in perfection, the die cast industry is improving its quality 
and size of castings that are available every year. The price of die 
castings is declining every year in relation to other prices due to the 
hard work of many high calibre owner-operators in the business 

Die casting is tied to the craftsmanship of the die makers, and 
the bottleneck of the next ten years will be tools. Apprenticeships 
and proper inducements for men to come into the die making trade 
will continue after the ten years, unless buyers will offer and en- 
courage higher tool prices.” 





Edward S. Christiansen, President, The Christiansen Corp., Alumi- 
cast Corp., and Magnesium Corp. of America: “The advantages of 
die casting and the workability of magnesium spell out the reasons 
for the advancing tide of die cast magnesium applications in the 
automotive industry .. . 


The outlook for considerably increased use of magnesium die 
castings in the automotive industry is extremely bright. The auto- 
motive industry uses about half the total output of all kinds of die 
castings, and today is vigorously pursuing die-cast magnesium 
applications. 

For example, the press recently reported that Chrysler Corpor- 
ation has developed a new carburetor weighing only 1.8 pounds in 
magnesium. Further reports said Chrysler was working to replace 
100 pounds of castings with 15 magnesium die castings—weighing 
only 25 pounds. 

The inherent advantages of the die casting process linked to the 
workability of magnesium—as unlimited in potential availability 
as the sea water it comes from—spells out quite clearly the reasons 
for the advancing tide of die-cast magnesium applications in the 
automotive industry. 

Magnesium die castings deserve the strong attention of the en- 
tire automotive industry because the increasing evidence of their 
use strongly supports the proven utility and acceptability of the 
product. 

The big reason for any change is to produce economies without 
sacrificing quality of performance. Magnesium fast is growing into 
a major structural metal. 

The use of magnesium results in many economies. Because mag- 
nesium is approximately one-fourth the weight of the heavy metals, 
more pieces per pound can be made. Machining magnesium pro- 
duces an outstanding economy. Magnesium is the easiest of all 
metals to machine, this vital factor often dictating its use in parts 
where a large amount of machining is necessary 

Weight reductions through use of magnesium is an important 
advantage. Examples of applications are steering column assem- 
blies and automatic transmissions, including such components as 
instrument panel brackets, steering column shrouds, valve bodies, 
clutch pistons, and housings. 

Many painted decorative parts also are receiving considerable 
attention 

Magnesium is opening new applications for the die casting proc- 
ess. The outlook boils down to a long and healthy partnership.” 
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Carl Roehri, President, Federal Die Casting Company: “Newer 
metals on the horizon may require new concepts of die casting 
processes ... 


The question brings to my mind many things which are still in 
the embryo stage. 

First, larger and stronger machines which can produce larger 
castings of various weights, machines which will automatically be 
serviced with metal, with other features and checking equipment 
to produce castings of high finish and soundness. 

The lighter metals, aluminum and magnesium, are now firmly 
established and I look for new mechanical and chemical finishes to 
open many fields of commercial uses for these metals. Now, newer 
metals are on the horizon which may require new concepts of die 
casting processes. They will take their turn in taxing the ingenuity 
of men to overcome and solve problems which may be associated 
with their usage in die casting. 

The industry has long been an art and is standing on the thresh- 
old of becoming a science, requiring new approaches and thoughts, 
mainly from the scientific side. The most important aspect to be 
emphasized is the development of our younger people to think for 
themselves while we guide them with experience and temperate 
judgment. We must urge self expression and freedom of thought 
with a minimum amount of controls. It is this younger generation 
with their engineering and scientific theory, coupled with our 
practical experience, who will apply known facts to our die casting 
problems, thereby forging our industry ahead to new heights of 
production miracles. 

This is a far-sighted picture covering a period of growth and 
prestige for us all.” 





Joseph Saks, Sales Manager, Products Dept., Gries Reproducer 
Corp.: “The still-young die casting industry has a great reservoir 
of untapped demand which can be released at progressively in- 
creased rate... 


Through personal experience in developing and encouraging in- 
dustrial usage of tiny die castings, I feel that the usage of all die 
castings is still in the adolescent stage. A few years ago we offered 
to industry for the first time comparatively tiny die castings in a 
price range competitive with such processes as screw machine, 
stamping, cold heading, etc. We have since made great progress 
Yet the surface of potential demand has apparently been barely 
scratched. 

I believe, therefore, that the still-young die casting industry 
also has a great reservoir of untapped demand which can be re- 
leased at a progressively increased rate through more aggressive 
salesmanship, educational promotion, and improved die casting 
techniques. 

Such improved techniques should include increased mechaniza- 
tion and labor productivity, improved and wider choice of casting 
alloys, development of specialized die steels offering improved 
performance and wider choice for specific applications, and re- 
duction in the labor cost factor in aluminum die casting. 


continued next page 
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Rising labor and operating costs are causing industrial manage- 
ment to make greater efforts towards all possible cost reductions. 
Also, there is concern over current and possible future shortages 
of raw materials. Die casting offers manifold opportunities for 
solution of these problems because of: (a) more plentiful supply of 
major die casting metals; (b) high productivity rate and cost- 
reducing design flexibility inherent in die casting; (c) no need for 
pre-fabricated raw materials; (d) lack of scrap generation. 

After some thought, I find that I cannot honestly suggest any 
fields of manufacture offering the greatest potential applications 
for die castings. Who can say that one or more of the automotive, 
electronic, atomic, electrical, building construction, aircraft, air 
conditioning or home furnishings and appliance fields offers the 
greatest application for die castings? Because die casting is the 
ultimate casting method, I believe that all industry offers a tre- 
mendously increased market.” 








Ernest W. Brix, Die 
Casting Superinten- 
dent, Hampden Brass 
& Aluminum Co.: 
“The aluminum out- 
look is bright, and zinc 
is showing a tendency 
to climb back to the 
position it occupied 
before material short- 
ages... 


Material shortages may have slowed down the production of die 
castings, but they have not lessened the trend toward die casting 
as the means for quality and quantity production. 

Automotive equipment, hand and electric power tools, instru- 
ment cases and housings, household appliances, typewriters, and, 
of course, the multiplicity of ordnance parts are using more die 
castings than ever in their designs. Allotments for material are 
being applied to die castings to the maximum allowed by regu- 
lations. 

With material shortages and high material costs, it becomes 
necessary to decrease ultimate costs for assemblies and operations. 
Die casting offers a saving in assemblies by combining two or more 
parts in one casting. The casting of integral lugs and bosses saves 
staking and welding operations. Lightening of sections saves valu- 
able material; gives more pieces per pound. Holes of odd shapes 
can be cored without machining. Centers for holes can be held 
within commercial limits. 

The present outlook for aluminum appears bright as production 
has increased. Zine production has been showing a tendency to 
climb back up to the position occupied before material shortages. 
The weight—cost factor has brought aluminum to the fore during 
this era of shortages and high prices. Higher production rates with 
lower reject rates makes zinc competitive as castings get smaller. 

Yes, die castings are here to stay. Whether at home, in the office, 
or away, we are reminded of the utility and beauty in the ever- 
increasing application of die castings in modern design.” 





C. L. Anthony, Executive Assistant, The Hoover Company, Die 
Casting Division: “As labor rates continue to increase, more money 
will be invested in tooling and equipment to reduce that part of 
production costs... 


The future of the die casting industry should show a progressive 
expansion—that is if the planning for The Hoover Company Die 
Casting Division can be used as a criterion for other companies in 
the field. The Hoover Company is looking forward to materially 
increasing their die casting facilities as the foreseeable future in- 
dicates will be necessary. Metal controls and partial industrial 
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mobilization have necessitated rearranging the timing of this ex- 
pansion to some extent; however, definite optimism prevails for 
substantial increases in business volume for the Division for the 
five major reasons listed below: 

1. Companies in the mass production field competing for the con- 
sumer’s dollar must continue to cut labor costs. As labor rates con- 
tinue to increase, more money will be invested in tooling and equip- 
ment to reduce that part of production costs. Close tolerance die 
casting will be one of their more important considerations. 

2. There will be a return to die castings where other processes 
have been used due to the better availability of material for those 
processes. 

3. Large expansion of the industry will be necessary due to engi- 
neering acceptance of the die casting process for critical func- 
tional parts never before thought applicable to die casting. In the 
last three years, testing programs have shown an overwhelming 
acceptance of die casting in this field where previously die casting 
was considered by many designers to be used for ornamental pur- 
poses only. 

4. Industry, during this defense period, has again shown an in- 
crease in the use of magnesium die castinngs. We believe it un- 
necessary for magnesium to lose its gain at the end of this defense 
period. However, in order to maintain this gain, magnesium metal 
must be produced in low cost plants and the price must be allowed 
to seek an economic level rather than be maintained at a point 
in direct relation to aluminum, according to its specific gravity. 

5. Possibly the most important factor in the planned expansion 
of facilities is the accelerated demand for goods and the increased 
income due to the current trend of our national economy. 

These factors, combined with the knowledge that the die casting 
process is no longer a secret known only to a few but is now a 
process known to thousands of students, engineers and business 
men all over the world, have convinced us that the die casting 
industry is now on very sound ground and there is every reason to 
believe that we will witness additional development in the future.”’ 





R. C. Cornell, Vice President, Litemetal Dicast, Inc.: “As die 
casters learn to produce plating-quality magnesium and aluminum 
die castings, their use in automotive hardware will become exten- 
sive... 


To put a finger on the outstandng developments in die casting in 
a year’s period is difficult. Such developments and accomplish- 
ments do not sprout like mushrooms. They evolve gradually over 
the years. 

Several years ago the use of super-high pressures in casting ma- 
chines were hailed as cure-alls. They have, without a doubt, proved 
to have a place in the production of some types of castings but to be 
completely inadequate for other types. The competent die casting 
engineer has come to realize that wide flexibility in a die casting 
machine is more important than extreme characteristics in any one 
direction. It has also been shown that a scientific approach to 
gating has done much to improve casting quality. 

When plating was introduced for the finishing of zine die cast- 
ings, the die casters were forced to drastically raise their quality 
standards and to thereby virtually re-develop their art. The same 

continued next page 
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has proven to be true in promoting the plating of the light metals. ' 
An excellent example of this is the absolutely perfect surface 

finish required on the five aluminum die castings for a chromium 

plated salad cutter. These castings are produced by Litemetal 

Dicast, Inc. and are plated by Imperial Plating and Metal Finish- 

ers, Inc. of Waterloo, Indiana. Limited quantities of these parts 

have also been produced of chrome plated magnesium. 


As more die casters learn the techniques of producing plating- 
quality die castings in magnesium and aluminum, their inevitable 
use in automotive hardware will become extensive. The basic drive 
for this end is the relative material cost of the light metals as com- 
pared with zinc. For example, consider a one pound aluminum 
casting. It will contain, including melt loss, about $.225 worth of 
metal. The same part would contain $.245 worth of magnesium. 
By contrast, it would require $.50 worth of zinc. The incentive for 
plating the light metals is thus apparent. It is probable that the 
extensive use of plated aluminum will precede that of magnesium. 
The main reason for this is the relative difficulty of producing 
magnesium die castings with adequate freedom from surface 
cracks and flow lines.” 








Gustav Nyselius, President, Mount Vernon Die Casting Corp.: “The 
problem of die steel has come to its solution . . . 


Our greatest accomplishment in the last years has been our ex- 
panse in the field of aluminum casting, making us nearly indepen- 
dent of zinc. We firmly believe that the future of the die casting 
business belongs to aluminum and since price is the determining 
factor in selecting the use of die casting, the price and availability 
of aluminum is substituting the use of zinc as a MAJOR factor in 
the die casting industry. If our national economy keeps on expand- 
ing, we will probably find zinc in short supply and aluminum in 
abundance. 


For the industry as a whole, the automobile offers probably the 
biggest chance for growth but in the East we are relying on appli- 
ances. A die casting factory must have its roots in many different 
manufacturing branches and it must be diversified. The biggest 
need for improvement is in the field of electric furnaces and heat 
control instruments to prevent dross formation and assure the right 
temperature for a given job. 


We believe that the problem of die steel has come close to its solu- 
tion. We are at present operating an aluminum die that has about 
completed five years of continuous service and produced over one 
million three hundred thousand castings of approximately six inch 
diameter and weighing ten ounces. This with the gate makes about 
six hundred fifty tons of aluminum and we believe, with all other 
factors included, that is a satisfactory record. The best indication of 
continued and increased prosperity of the die casting business rests 
on the complete absence of a better and cheaper method of produc- 
ing accurate, machinable and stable parts for anything where alum- 
inum and zinc are used.” 
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W. J. During, Executive Vice President, Precision Castings Co 
Inc.: “The outstanding job done by the commercial die casting 
industry during World War II has expanded both ponmaninl and 
confidence in die casting . 


Undoubtedly, the perfection of the rugged torque converter parts 
for automobiles represents one of the outstanding developments of 
the past few years as this is the first time so significant an applica- 
tion has been filled by die castings in secondary alloy, so con- 
trolled as to be sufficiently uniform that failures are infinitesimal. 

The automotive field remains the leader in the application of die 
castings, closely followed however, by washing machines and other 
household and business machine items. 

The materials supply situation is improving rapidly to the end 
that another year will see ample for all uses. This, accompanied by 
the easing of price in the zinc market, will permit the return to 
more rugged trim parts instead of the fragile thin steel substitutes 
now in use. 

The future technological developments are still in their infancy 
insofar as the development of new and larger die castings is con- 
cerned. 

The outstanding job done by the commercial die casting industry 
as a whole in World War II has expanded both the applications and 
confidence in die castings, to the end that the present uses should 
double again in the next five years.” 





R. T. Lewis, Sales Manager, Light Metals Division, Thompson 
Products, Inc.: “In the search for better, cheaper ways to make 
parts we have not, as yet, found a better method than the high 
pressure casting process .. . 


In my opinion the future of the die casting industry is exception- 
ally bright, offering a challenge to those who will accept it. In the 
search for better, cheaper ways to make parts we have not, as yet, 
found a better method than the high pressure casting process 
True, much work remains to improve our dies and machines, but 
that improvement will come with time. The industry should be 
evermindful of the fact that die castings are not, as yet, the answer 
to all casting problems and in some cases the die casters must make 
that final decision. By ingenious thinking and good engineering 
many parts thought impossible can be fabricated. Better design 
for stresses can be accomplished as well as the employment of me- 
chanical devices for increasing productivity. 

Improvement and development of alloys and die steels will come 
with time and the possibility of casting the high temperature fer- 
rous alloys will be a future possibility. 

Improvements in finishes and plating will be made and high 
pressure castings will be used for many applications and in many 
industries now thought impossible. Let’s sell right, design right and 
manufacture and think right for future progress and the high 
pressure die casting industry will enjoy healthy growth. 

It should not be overlooked that the greatest progress is gained 
by the exchange of ideas and knowledge and if the industry will 
cooperate, progress will be faster. PRECISION METAL MOLD- 
ING is one medium through which we all can speak, editorially and 
with our paid advertising—Let’s Go 
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H. H. Weiss, President, Superior Die Casting Company: “The die 
casting industry must press forward with its efforts of utilizing 
higher melting-higher physical propertied metals. 

Die casting (raw material to finished part) technique is the 
most efficient metal fabricating method. In addition to the progress 
made in the field of zinc and aluminum base alloy die castings, 
the industry will find further growth with the use of higher melt- 
ing — higher physical propertied metals. The industry must press 
forward with its efforts of utilizing such metals. 

It must seek improved methods to accomplish this and to main- 
tain its material leadership in the field of off-setting increasing 
labor hour costs thru greater productivity. 

The problems inherent in these tasks are technological, which 
must be the constant guide posts and spur to greater research 
efforts. 

Many of these problems are of great magnitude, but in a planned 
long range attack upon them lies the industry’s best assurance of 
continued growth.” 








Harry Costello, Works 
Manager, Advance 
Pressure Castings, 
Inc.: “Faster, larger, 
more powerful die 
casting machines will 
make possible an ever 
increasing market for 
larger, more intricate 
castings. 


The future is very bright. This is due mainly to new products 
which are constantly being designed, old ones being redesigned 
for economy and styling, new techniques and new fields. 

One new field that immediately comes to my mind is electronics. 
The die casting industry is building junction boxes, housings and 
chassis for electronic devices by the hundreds of thousands at 
fabulous savings to their customers. At Advance we are now 
making a set of chassis that weigh over ten pounds each in alumin- 
um. We are able to cast bosses, holes and ribs that could not be 
cast before and we are eliminating numerous other fabricating 
operations whch saves our customer $20.00 per casting over his 
previous method of fabrication. This is one example why the die 
casting industry will continue to expand. 

In addition to the above I believe that as the more modern die 
casting machines which are faster, larger, and more powerful 
are introduced there will be an ever-increasing market for larger 
and more intricate castings such as referred to above. It is my 
opinion that the size of die castings is only limited by the size of 
the castings machines being built, and some of the best machine 
builders in the country are now interested in this situation and 
are building very large machines. 

On the metallurgical side of the picture, I feel that as soon as 
the material situation gets back to normal the use of magnesium 
for die castings will rise sharply and eventually will take its place 
as one of the primary die casting materials along with zinc and 
aluminum, thereby bringing additional advantages in light weight 
and strength. 

The shortage of zinc and the comparative high cost coming in 
critical periods has been responsible for many engineers turning 
to aluminum for certain production, and many of them have 
found advantages in aluminum which they were not cognizant of 
before and are reluctant to return to the use of zinc. As the 
efficiency in applying plated and other finishes on aluminum in- 
creases I believe some of the largest users of die castings such as 
the automobile and appliance manufacturers will use more alumi- 
num die castings for trim and accessories. In addition they are 
now finding that more and more parts that were formerly made 
of other materials for reasons such as pressure tightness, resistance 
to corrosion, high strength, and ductility, can now be made 
successfully as zinc die castings. 

Taking all these facts into consideration I would say there is 
plenty of room for expansion in the die casting industry and we 
will take advantage of it as rapidly as possible.” 
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LONGER WEARING than hobbed 
iron molds, these rubber eraser 
molds are produced by powder 
metallurgy. 


Molds for rubber by POWDER METALLURGY 


UBBER erasers for pencils are formed in 

metal molds; the conventional methods 
of producing these molds have been either 
automatic screw machine where shapes are 
suitable, or hobbing in a soft iron. 

At the Joseph Dixon Crucible Company of 
Jersey City, N. J., anew method of producing 
eraser molds has been used successfully. This 
company, which is not only a major producer 
of lead pencils but also a contract fabricator 
of powdered metal parts, has been making its 
own eraser molds by powder metallurgy. 

Eraser molds, such as those shown above, 
are used in large volume. The rubber in 
erasers has a high abrasive content which re- 
sults in relatively short die life. 

Not only has it proved to be less expensive 
to form these molds by powder metallurgy, 
but the actual mold life has been many times 
that of the hobbed molds. Where the shapes 
can be cut on screw machine, this is still a 
less expensive method to use. As can be seen 
from the examples above, many erasers 
have shapes which cannot be sunk into a mold 
by screw machine. These are better and 
cheaper when formed by pressing and sinter- 
ing. 
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The molds are pressed from an alloy steel 
of eutectoid carbon content. These molds 
have much longer service life than those form- 
ed in soft hobbing steel. Credit for longer die 
life is probably due to the high particle 
hardness. 


The slight wearing of the mating edges of 
the upper and lower cavities in molding an 
eraser cannot be tolerated. After molding, the 
erasers are tumbled in a barrel to remove 
flash, and when the edges of the mold become 
worn, the flash is too heavy for rapid removal. 


For the same reason, accuracy of the cav- 
ities is important so that they mate perfectly 
during molding. The close uniformity of the 
molded metal powder parts meets the requirc- 
ments. These edges are held within .001 
around the outside. 


In addition to the abrasive action of the 
pumice in the rubber erasers, the molds are 
subjected to a certain amount of heat, since 
the erasers are vulcanized while they are 
being molded. The inherent porosity of the 
molds produced by powder metallurgy allows 
the escape of gases, but the surface is smooth 
enough to form a smooth product. 
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What the purchasing agent should 


know about buying DIE CASTINGS 


By F. G. KRACH* 


ROGRESS from the horse and buggy to 

the automobile to the airplane has been 
possible largely through the development of 
new materials of construction. Without to- 
day’s wide range of metals and alloys, many 
of our modern ‘“necessities’’ would be im- 
possible. 

Paralleling this progression has been an in- 
creased load and responsibility on the pur- 
chasing agent. It is, indeed, a far cry from a 
piece of straight grained, second growth ash 
to a complex fully finished die casting, but, 
unfortunately, many purchasing agents still 
think that they are purchasing single trees or 
ax helves. 

Because of the high degree of specialization 
that exists today, it is quite common for pur- 
chasing agents, particularly in larger organ- 
izations, to limit their activity to rather nar- 
rowly defined fields. Even when this is the 


Assistant purchasing agent, Servel, Inc. 
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case, the buyer who must purchase die cast- 
ings needs to have some specialized knowl- 
edge over and above that required to purchase 
intelligently materials in the general class of 
castings and forgings. 

A fairly intimate knowledge of what a die 
casting is and what sort of properties can be 
expected of it is absolutely essential. In spite 
of the best engineering brains available, 
there are many cases when a sand casting, 
forging or extrusion is specified where a die 
casting would do the job as well and at a lower 
cost. There are also those cases where a die 
casting is specified in an improper application 
and the purchasing agent should be able to 
spot these cases and suggest correction to the 
engineering and development departments. 

The machine operations on, and the surface 
finish that is to be applied to, a die casting 
must be part of the specifications as they come 
to the purchasing agent. With this informa- 
tion, he will then be able to select those found- 
ries who are able to perform some or all of the 
secondary machining operations and the fin- 
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THREE CATEGORIES of die castings bought 
by Servel are illustrated, left. They are, from 
left to right, a mechanical, functioning part; 
a decorative trim casting; and a _ pressure- 
tight component. Each has its own set of pur- 
chasing requirements. 


ishing operations. This is an essential ability 
since it is often far less costly to have the 
foundry perform these operations than it is to 
do them in the plant. 

Broadly speaking, die castings can be di- 
vided into three classes: Trim (decorative) 
castings; mechanical castings; and pressure 
(or vacuum) castings The purchasing agent 
must know first in which of these three classes 
the part to be bought falls and secondly, 
which foundries have the specialized knowl- 
edge and ability to produce them. While al- 
most any foundry can produce good trim cast- 
ing with, if necessary, a hardware finish, not 
all of them have the know-how to cast either 
mechanical or pressure castings. 


Buys Finished or 


Semi-Finished Castings 


There are many cases where the secondary 
machining operations that are to be done on a 
die casting involve the use of highly special- 
ized machines. Generally, those machines are 
not immediately available and might have to 
be purchased. A good purchasing agent will 
generally know where such machines are lo- 
cated in die casting foundries and will place 
his work there in order to save his company 
the cost of the special machine. 

The level of work in the shop is also a part 
of the purchasing agent’s specialized knowl- 
edge. When sand castings and forgings are 
purchased, the vendor supplies them in the 
as-cast condition with only the gates and 
risers cut off. The buyer, therefore, expects to 
do all of tne finish machining on such products 
In the case of die castings, however, many 
foundries have very large and complete ma- 
chine shops and if the work load is heavy in 
his own shop, the purchasing agent will try 
to place orders in those shops that can semi- 
machine or fully-machine the castings. This 
same applies to surface finishing. If, however, 
the work load is low, the purchasing agent can 
then go to those foundries that do not have 
the machine shop facilities available and fig- 
ure on doing the secondary operations in his 
own shop to keep machines in operation. 

To better understand the steps involved in 
the proper purchase of die castings, it will be 
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well to follow through a typical case at Servel 
Inc., starting with the inception of the part 
in, let us say, the engineering or development 
departments. 

When a new part is in the design stages, 
there will generally be more than one meth- 
od of manufacture that can be used. From an 
operational point of view, it may be just as 
well to use a forging, a sand casting or a die 
casting. However, depending upon the meth- 
od employed in making the piece, there may 
be slight differences in the final design. While 
it is the duty of the engineering department 
to design a part that functions properly, cer- 
tain liberties may be taken with this design 
and it is here that the purchasing agent first 
steps into the picture. From his experience, 
he knows that certain types of parts can be 
made satisfactorily and economically by die 
casting in either zinc or aluminum. 

At this stage, with the cooperation and un- 
derstanding of the Engineering Division, the 
purchasing agent may call in engineers from 
the foundries to confer with engineers on 
finalizing an experimental design. Those 
changes are made which will enable the die 
caster to produce a better part at a lower cost 
than he could otherwise, if given a fixed de- 
sign and asked to bid. At this same stage in 
the development, the purchasing department 
determines those secondary operations that 
will have to be done on the casting, the final 
finish that is to be given the part, and the 
alloy preference if any. 

Equipped now with a set of experimental 
drawings, the secondary operations to be done, 
the finish to be given and the alloy to be used, 

continued next page 
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Let this 32-page 
manual . 


elp you decide 


where you can save 
with parts made by 
powder metallurgy 


There’s no need to hunt far and wide for the information 
you want on structural parts made from nonferrous 
powders. Make use of the concise design and engin- 
eering data in “FACTS ABOUT PRESSED BRASS and 
other nonferrous POWDER PARTS.” 
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the purchasing agent is in position to ask 
either for bids or if still necessary, determine 
what method of manufacture is to be used. 
In this latter case, drawings and requests for 
bids will be sent out and, when replies are 
received, the economics of manufacturing de- 
termined. Not only is the first cost determined, 
but the cost estimated for each different fab- 
ricating method with the part ready for in- 
stallation in a unit or cabinet whichever the 
case might be. 

Once having determined that die casting is 
to be used, the purchasing agent working with 
the engineering department secures the final- 
ized drawings and then proceeds to secure 
final bids. 

Assuming, as we have, that the part to be 
made is a pressure part, the purchasing agent 
will select only a small group of companies to 
receive bid requests. These companies will 
be those who have more or less specialized in 
this type of product. There are, however, 
other considerations which must be weighed 
before requesting bids. 

e The die casting company must have an 
adequate financial rating so that they 
will be able to handle the business if it 
is given to them. 

The foundry must be located so that, 
when necessary, any interchange of 
ideas and consultation can be carried 
on without undue traveling by any in- 
erested parties. 

The foundry should be located in a 
stable labor market to insure against 
work interruptions. 

The history of the labor relations with- 
in the foundry company must be such 
that the possibility of work haltage due 
to strikes is relatively remote. 

The foundry must be able to give ade- 
quate service to Servel. This includes 
not only delivery as required, adequate 
tool facilities, but also the use of tech- 
nical personnel to develop the best 
casting design that will do the job. 
The type of customers of the foundry 
are considered; that is, are they accus- 
tomed io dealing with purchasers who 
take very large volumes of parts, or are 
they primarily a short run shop. 

The facilities at the foundry to do sec- 
ondary operations, if required which 
may include a wide variety of machin- 
ing operations, tumbling, buffing, pol- 
ishing, plating, ete., are of major im- 
portance. 

Obviously, not all foundries competent to 
make a pressure tight casting are equipped to 
do a wide variety of finishing operations. It 
is generally the custom, then, to request bids 


continued on page 80 
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——At UNITED STATES STEEL—— 


z 2 


Coil cradle on United States Steel Company's Irvin Works Three-Stand Cold 
Reduction Mill Marvel Synclinal Filters are a part of the mill's main 
hydraulic system which operates this cradle as well as other hydraulic machines 


and with Hundreds of Others Roe ee 


Hydraulic pump and tank on the recoiler hydraulic system of United 
States Stee! Company's Gary Sheet and Tin Mill's Continuous Gal 
vanizing Line. A Marvel Synclinal Filter ts installed Inside the tank 
n the suction line, 


FILTERS 


PROTECT 
HYDRAULIC EQUIPMENT 


IN 1951 ALONE OVER 30,000 MARVEL SYNCLINAL FILTERS 
have been specified for installation on all types of hydraulic and 
oil recirculating equipment. in the plants of America’s industrial 
giants as well as in the plants of smaller businesses, Marvel Syn 
clinal Filters are doing a job protecting machines and increasing 
production. They are proving their superiority in the one real test 
— on the job. Records show Marvel Synclinal Filters operating 
longer between cleanings, requiring less attention, cutting down 
time, and in short, achieving more production with less maintenance 
Not only plant operators, but also over 300 manufacturers of machines 
hove recognized the superiority of Marvel Synclinal Filters, and now 
insta'l them as original equipment 
~~” SUMP TYPE (Cutaway LINE TYPE (Cutoway 
WATER —'t_mmmse_ terest tomant, wo tae A (SIZE FOR EVERY NEED in icing sonsrrsine, aude i 
adapted both our sump and line types for use available in capacities from 5 to 100 g.p.m. and in mesh sizes from 


FILTERS in all water filtering applications No changes 30 te 200. All models may be quickly disassembied, cleaned and 
reassembled on the spot by any workman. Line types operate in any 
position and are easily serviced without disturbing pipe connections 








have been made in the basic synelinal design 
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INVESTMENT CAST gears and cams 


in custom-built machines 


a. do the precision molding processes 
fit into the manufacture of custom-built 
machines? 

It is the common notion that where limited 
quantities of precise parts are required, as in 
the construction of special machinery, only 
the conventional machine shop method can be 
used economically. Nothing could be further 
from the truth. 

As an example, the special machines built 
by Alfred Hofmann & Company of West New 
York, N. J., for the manufacture of incandes- 
cent and radio tubes, make extensive use of 
investment castings, both ferrous and non- 
ferrous. 

In every case, lower costs have resulted 
where investment castings have replaced 
gears, cams and special shapes machined from 
the solid or fabricated from two or more in- 
dividually formed components. 

Quantities? Even in years when the radio 
and television tube industry is operating at 
peak loads—which is not currently the case 
because of materials shortages—the number 
of tube making machines produced each year 
must be numbered in the hundreds. This does 
not appear to be large enough volume to justi- 
fy use of a precision casting technique. 

There has always been the erroneous con- 
cept among designers that the lower piece 
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cost of the precision molding processes would 
be more than eaten up by higher tooling costs. 

The fact of the matter is that this company 
finds it less expensive to use investment cast- 
ing, even though some pieces are used in 
quantities as small as two per machine, while 
the average number of identical pieces in any 
machine is 24. 

While such precision processes as die cast- 
ing and powder metallurgy do require a rela- 
tively high tool investment, thus limiting 
themselves to the high-volume applications 
to amortize tool costs, investment castings re- 
quire only moderate tooling expenditure and 
often result in the elimination of 50 to 75 per- 
cent of the machining, fitting, finishing and as- 
sembling which run piece costs high on 
machined components. 





Despite the highly specialized nature of 
their production, dozens of different invest- 
ment castings go into each tube machine. A 
few typical ones are presented here because 
they suggest a range of parts which other de- 
signers of special machines may find applic- 
able to their own projects. 
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CYCLING OF OPERATIONS is a feature 
which most special machines have in common, 
and these are usually controlled by some cam 
arrangement. Single or multiple cams are 
commonly investment cast for these Hofmann 
tube machines. Three typical examples are 
illustrated. 


Figures la and lb show an “inserting head”’ 
cam used on a machine for inserting filament 
support wires into glass stems. This complex 
piece has one cam on its top surface, three on 
its underside, and one on its circumference. 
The amount of time, labor and tooling neces- 
sary to profile this from the solid is apparent. 


Figure 2 shows a pair of mating cams used 
in a 24-head automatic exhaust for evacuating 
air from the tubes and lamps. These compar- 
atively simple cams ride against each other; 
each has some secondary conformation which 
increases the work needed to manufacture it 
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No attempt is made to hold ex- 
cessively close tolerances. Investment 
casting is thought of as a means of getting 
close-to-dimension blanks. Where toler- 
ance of +.001 —.000 is required, both 
surfaces are finished.” 


from the solid. One has a special lever exten- 
sion and the other has a pin from its flat sur- 
face. All three cams illustrated are cast in 
steel. 


No attempt is made to hold excessively close 
tolerances. The investment casting process 
is thought of as a means of getting a close- to- 
dimension blank, but is not regarded as a 
means of evading close-tolerance finishing 
operations. Here it eliminates some slow and 
costly profiling, saves metal and assembling 
operations. 


Notice on the drawing, Figure lb, that 
a tolerance of +.001 -.000 is required between 
the upper and lower face of the central boss 
These surfaces are both machined. All cam 
surfaces are polished. The center hole is cored, 
but the close size + .000 -.005 is reamed 
Normal cast tolerances are + .005. 
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‘. . . Tooth forms and accuracy are not as precise as 
is possible by machining, but are usually entirely sat- 


isfactory for the majority of machine functions.” 


CAST GEAR TEETH are another attractive 
accomplishment by the investment casting 
process worth study by designers of special- 
purpose machinery. Tooth forms and accu- 
racy are not as precise as is possible by 
machining, but are usually entirely satis- 
factory for the majority of machine functions. 

Two examples of different types of gears 
which the Alfred Hofmann Company produces 
by investment casting are offered in Figure 3. 
Of these, the larger, segment gear is cast in 
bronze and the small pinion in steel. 

The segment gear casting, with a 42 degree 
segment, measures about 2!2 inches in its 
longest dimension. Only two dimensions are 
held exceptionally close, and these relate to 
distances from the centers of two holes. Both 
holes are cored and then reamed to finish size. 
The only other secondary processing on this 
gear is the sanding of several surfaces. The 24 
pitch gear teeth are .090 deep. 

The pinion, drawing for which is shown in 
Figure 3a, is considerably more complicated. 
This appears to be a typical automatic screw 
machine part, and in view of the number of 
drilling, counterboring and tapping operations 
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needing to be performed on the investment 
cast unit, it would seem to favor screw ma- 
chine fabrication. Nevertheless, the actual 
cost analysis of this loop-forming pinion used 
in an “inserting machine” shows much lower 
cost by investment casting. 


Here, even though every surface except the 
gear teeth needs finishing operations, and 
there are four internal machining operations, 
the savings by investment casting are almost 
25 percent. This is mainly due to the setup 
which would be called for on a screw machine, 
and since only 20 are needed per unit, the tool 
costs for screw machine would boost the piece 
costs too high. 


Another type of common investment cast 
component is included in Figure 3. This is a 
fork for holding a roller in the inserting ma- 
chine. This part could easily be cut from bar 
stock with a series of straight cuts and the 
drilling of three holes, but since only two are 
used on each machine, investment casting has 
proved to be cheaper. Setup time, alone, to 
produce this small a quantity by conventional 
machining, would be prohibitive. 
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ALUMINUM DIE CASTING ALLOYS 


Aluminum alloys produced under quality controlled meth- 
ods are specially designed to meet your die cast, permanent 
mold, or sand casting requirements. 


For prompt dependable deliveries of quality aluminum in 
any quantity. write to 


Aluminum Smelting & Refining Co. Inc 


Telephone Cleveland MOntrose 2-3100 
BEDFORD, OHIO 


You’re Sure of Quality and Service 
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Complete facilities plus modern production methods enable 
you to get high quality laboratory controlled zinc alloy to 
your exact specifications. Users of CERTIFIED receive 
prompt and dependable service for their requirements. 


Certified Alloys Co. 


Telephone Cleveland MOntrose 2-3100 
BEDFORD, OHIO 


For additiona! information Cirele No. 80 on the Reader Service Card 





HOW PLASTER 


HE cutting tool of York 

Corporations’s new automa- 
tic ice maker, Figure 1, is an 
outstanding example of the ap- 
plication of the plaster mold 
process in the design and econo- 
mical production of non-ferrous 
castings with uniformly high 
physical values, dimensions 
within ordinary machine toler- 
ances, and surfaces requiring 
little or no machining. 





Design specifications laid 
down for this critical compon 
ent called for a trouble-free cut 
ter capable of turning out frag- 
ments of ice so delicate they 
would not bruise or puncture 
fish, poultry or even rose petals 
when the ice was used in bulk 

As designed and cast by the 
plaster mold process, the ice cut- 
ter promises to be virtually a 





CUTTING BLADES THAT 
SPIRAL 200 degrees in 6 inches 
were required for the York Corp.’s 
new automatic ice maker, Figures 
1 and 2. The difficulty and expense 
of forming and welding these units 
has been eliminated by means of 
the cutting tool indicated in Figure 
3, produced by plaster mold cast- 
ing. Atlantic Casting & Engineer- 
ing Co. make these castings for 
York. 
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MOLD CASTINGS ean solve 


unusual problems: 


Part | - Design 


...a review of some outstanding applications, castable 


life-time part of the ingenious 
new machine. 


The ice cutter, Figure 2, has 
six blades on a center shaft, all 
cast in one piece of manganese 
bronze and tin dipped. It is 
mounted vertically inside the 
ice chute in a galvanized iron 
support, with an upper bearing 
of self-lubricating porous bronze 
and a needle and bushing bear- 
ing at the bottom. The support 
for the cutter, which measures 
7 5/8 inches from tip to tip, has 
four adjusting screws and lock- 
nuts to set and lock it for proper 
ice cutting clearance 


One piece construction 
via plaster mold 


The plaster mold process solv- 
ed a major problem posed by the 
first design approach to the ice 
cutter. It specified 48 inch stain- 
less steel blades with blades 
twisted to 216 degrees in six 
inches and welded before finish- 
ing. The blade ends were to be 
machined to fit the plug ends of 
the shaft and then arc welded to 
the top and bottom stainless 
steel end shafts 

By evolving a one-piece cut- 
ter, Figure 3, the plaster mold 
process engineers provided 
greater strength in the part and, 
of course, eliminated time-con- 
suming welding and finishing 
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alloys, physical properties, methods of casting and 


and process advantages. 


operations. Blades of the new 
cutter spiral 200 degrees over 
their six-inch length and are 
spaced 60 degrees apart. To ob- 
tain required strength, a manga- 
nese bronze with the following 
alloy and physical specifications 
was used; copper, 65%; zinc, 
237 ; aluminum, 5%; iron, 2.5%; 
and manganese, 5%; ultimate 
tensile, 100,00; yield point, 
60,000; elongation % in 2 inches 
7.0; Brinell, 190. 


The process used to produce 
the York ice cutter is the mod- 
ern mechanization of all the 
hand molding processes and off- 
ers low cost, plus accuracy and 
uniformity of castings, improv- 
ed strength, better appearance, 
greater freedom in design, and 
a reduction in the number of 
pieces required because of a 
lower percentage of scrap. It 
permits the very close control 
necessary for cost reductions 
and accurate, sound pieces. 


Basically, the process of pour- 
ing wet plaster over machined 
brass die patterns is like many 
others used for centuries. The 
significant difference is that, 
through mechanization, it is 
done on a mass production basis 
at an attractive cost and still 
offers the flexibility that hand 
molding provides for the small 
user. 


Two recent castings point up 
the design simplication attain- 
able in plaster mold castings 
One eliminated a three-unit link 
for a Westinghouse Electric oil 
circuit breaker. The company’s 
rough blue print specified a link 
composed of three separate 
units, Figure 4, which had to be 
welded together and machined. 
It was redesigned as a one-piece 
casting from high tensile manga- 
nese bronze, a dependable engi- 
neering material that is stronger 
than many steels. As plaster 
mold cast the link required no 
machining or fabricating. Weld- 
ed construction costs about 200 
percent more than the plaster 
mold casting 


Castings pass fatigue 
and vibration tests 


The Small Motors Division of 
General Electric also turned to 
the plaster mold process in its 
search for a light-weight, rugged 
brush holder for use with mili- 
tary aircraft generators. The 
original design, Figure 5, which 
would have resulted in welding 
and machining operations, was 
modified to permit the brush 
holder to be cast in one piece 
and to be used after one surface 
was faced and a hole drilled and 
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EXCEPTIONAL SAVINGS resulted when the welded assembly, left, was superceded by the one- 
* piece plaster mold casting in manganese bronze, shown at the right. Photo courtesy Atlantic 


Casting & Engineering Co. 


tapped. Subsequent vibration 
and fatigue tests did not pro- 
duce a failure and the accepted 
precision casting provided more 
than ample strength, and close 
tolerances and reduced cost de- 
sired by both GE and Wright 
Field. 


Freedom of design is one of 
many advantages inherent in 
the plaster mold casting process. 
The standard molding flask pro- 
duces an 11.5 inch x 17.5 inch 
mold with an over-all depth of 
3.5 inches for combined top and 
bottom halves. Variety in depth 
of parts is dependent on the 
location of the parting line and 
on the maintenance of a reason- 
able margin of plaster over the 
die pattern. Symmetrical parts 
up to 3 inches deep are feasible. 
Maximum depth from one side 
of the parting line is limited to 
slightly over 2 inches in non- 
symmetrical parts. Variations 
from these dimensions are possi- 
ble in some cases. 

However, there is nothing in- 
herent in the process that limits 
the size of the castings that can 
be produced and, if the volume 
warrants it, large non-standard 
molds can be provided. 

The standard plaster molds 
are made in cope and drag sec- 
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tions. Because molds and cores 
are made of plaster that is prac- 
tically inert and_ thoroughly 
dried, no gases are formed and, 
consequently, there is no ebul- 
lition of liquid metal when it 
flows into place. 


No artificial venting is neces- 
sary, since the mold is self-vent- 
ing. Slow cooling and the yield- 
ing character of the mold mat- 


REDESIGN OF A _ BRUSH 
* HOLDER to be produced by 
plaster mold casting has improved 
the unit’s service life and cut costs. 
Plaster mold casting, below, is pro- 
duced by Atlantic Casting & 
Engineering Co. Assembled brush 
holder is shown at top. 


erial permits the casting to 
contract to an almost stress-free 
state. Hard spots, sand-inclus- 
ions and blow holes are elimin- 
ated. The uniformly high physi- 
cal values are a direct result of 
the control used to make them 
uniform and are a function of 
the cooling cycle which, in 
certain copper base alloys, pro- 
vides a finer grain structure 
than where a sand or chilled 
mold is used. These features 
combine to supply castings free 
of hidden defects. They reduce 
costs by eliminating scrap. 


The process offers an elastici- 
ty in producing castings that is 
often impossible and alyays 
comparatively expensive by 
other means. For example, no 
particular problems are en- 
countered in producing castings 
having thin walls, blind gear or 
internal ratchet teeth, stops, 
tapering sections or _ inserts. 
It makes possible transverse 
passages of varying. cross- 
sectional areas even where the 
cross-sectional area in the in- 
terior of the casting is larger 
than the cross-sectional area at 
the exterior. Transverse holes 
and passages are handled 
through the use of loose plaster 


continued on page 62 
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Finishing Section 


SURFACE FINISHING 


Most precision metal molded parts receive some type of sur- 
face finish such as plating, organic coating, anodic coating 
or chemical ceating. This section includes information on 
the methods, processes and equipment used in these sur- 


face treatments. 


A Section ; 
Devoted to Die Castings @ Investment Castings « Powder Metal Parts 


Specialized J Permanent Mold Castings e Plaster Mold Castings 
Finishing of 





You're Twice as sure 


WITH THESE TWO GREAT CLEANERS! 
DIVERSEY 


No. 505 


ELECTROCLEANER ‘| 
and SURFACE COND:TIONER 


ELIMINATE BLISTERING AND STREAKING 


DIVERSEY 





Rejected Electroplated 
Zinc Base Die Casting 


No. 909 


HEAVY-DUTY 
SOAK TANK CLEANER 





You can depend on Diversey No. 505 and No. 909 
to help you produce bright, blemish-free, adherent 
surfaces on zinc base die castings . . . prevent blister- 
ing and streaking caused by insufficient cleaning. 

Diversey No. 909 is an unique heavy duty soak 
tank cleaner . . . non-caustic yet exceptionally power- 
ful . . . can eliminate solvent presoak operation . . . 
now one precleaning step instead of two . . . saves 


time and money . Cleans thoroughly, safely! 


4m; THE 
D. 


Diversey No. 505 is an amazing electrocleaner and 
surface conditioner made especially for cleaning zine 
base die castings . . . cleans thoroughly and prevents 
redeposit of soil on work conditions the surface, 
providing better adhesion between electro-plate and 
base metal! 

Start now to profit from efficient, economical, 
carefree cleaning! WRITE FOR Free BULLETINS ON 
DIVERSEY No. 505 AND DIVERSEY No. 909! 


DIVERSEY CORPORATION 


Metal Industry Department 
1820 ROSCOE STREET * CHICAGO 13, ILLINOIS 


tn Canada: The Diversey Corporation (Canada) Ltd. 
Lakeshore Road, Port Credit, Ontario 


For additional information Circle No. 23 on the Reader Service Card 


PRECISION METAL MOLDING 





A practical plating cycle without nickel 


for ZINC DIE CASTINGS 


By WILLIAM BLUESTONE* 


HORTAGES of certain materials brought 

about by the rearmament program have, 
in some cases, forced substitutions that will 
become permanent, while in other cases, as 
soon as the restrictions are lifted, the industry 
affected will probably return to the method 
temporarily dropped. 

The manufacturers of bathroom and kitchen 
fixtures have had a double-barrelled dose of 
substitution. Brass, their basic material of 
construction, is in short supply and nickel, 
the basis of all of their corrosion resistant 
finishes, is unobtainable 


Blue Jay Chrome Products, Inc., Pittsburgh, Pa. 


As far as the shortage of brass is concerned, 
the manufacturers turned to zinc die castings 
and have found that in many, if not all, cases 
there will be no advantage to going back to 
brass when it is available. In fact, from some 
points of view, die castings are preferred. 

The problem of plating either brass or die 
castings is, however, quite a different story. 
In recent years, the public has become ac- 
customed to a chromium finish and the idea 
has grown up that this plated finish is superior 
in corrosion resistance to the older nickel 
plated finish. The chromium does give some 
added protection, but its principal advantage 
is in eye appeal since it stays brighter longer 
than nickel. 

The plating of die castings does not present 


TABLE 1 





SEQUENCE OF OPERATIONS 





Brass with Nickel 
intermediate coat 


Zine die casting with 
nickel intermediate coat 


Zine die casting with 
no intermediate coat 





Buff Buff 
Bright Copper, 2 min Degrease 
Nickel, 7-8 min Color 
Chromium, 45 sec 


Alkali soak and reverse 
current clean 

Dull copper, 1 min 
Bright copper 
Nickel, 7-8 min 


Chromium, 45 sec 


Buff 
Degrease 
Color 
Alkali soak and reverse 
current clean 
5. Dull copper, 20 min 
7 min 3. Buff 
Clean 
Chromium, 2 min 





BATHS 





Copper 


Nickel 


Chromium 





Cyanide bath 
pH 12.9 
140°F 


Chloride 
pH 2.9 
138°F 


bath Chromic acid bath 

No pH control 
122°F 

Cr.,O., controlled 





be removed and bath re-used 





Chromic acid poisons bath—can | Cu, Zn, Fe poison bath—can be | Bath slowly breaks down—must 
treated to remove impurities be dumped when no longer us 


able 
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any particular problem. In gen- 
eral, a zine base die casting, can 
be handled in much the same 
manner as a brass part, but 
when the intermediate coating 
of nickel is removed, then 
trouble is encountered. 

In Table 1, the various steps 
of plating operation as practiced 
by Blue Jay Chrome Products, 
Inc. are detailed. 

The extra buffing operation 
introduced into the present fin- 
ishing cycle for coloring the dull 
copper plate prior to the final, 
heavy chromium deposit, intro- 
duces an extra cost factor and 
also involves a reracking and 
handling problem. 


However, a completely satis- 
factory plating job is accom- 
plished, with regard to both 
adhesion and lustre. No com- 
promise can be permitted in 
either feature, since durability 
and appearance are primary 
considerations among buyers of 
domestic plumbing fixtures. 

As long as castings come from 
the die casting machine with 
hardware class finish that is, 
with a dense, smooth, unblem- 
ished surface — little difficulty 
is encountered along the plating 
line. For this reason, hardware 
finish is part of the specification 
in the design of die castings. 
Only the highest quality pieces 


in BURNISHING MATERIALS 


it’s the SHAPE that counts! 


For fast, efficient barrel burnishing of small parts, 
stampings and castings, use Abbott Burnishing Materials. 
They’re shaped to do the job right! 

Abbott Burnishing shapes — Ball, Ovalball, Cone, Diagonal, 
Pin —are scientifically designed to make effective contact on 
parts of any size and shape. Each is made from high quality, 
Abbott bearing ball steel, deep hardened and polished to a 
mirrorlike glass hard finish. For the most satisfactory burnish- 


ing results... 


use ABBOTT. 


Useful information on barrel finishing 
is given in the Abbott Catalog-Manual. 


Write for your copy. 


THE ABBOTT BALL COMPANY 
1084 New Britain Ave. 


Hartford 10, Conn., U.S.A. 
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As cast above and... 
as plated below 


are acceptable. Examples of raw 
and plated die castings are ill- 
ustrated in the accompanying 
picture. 


COWLES SECRETARY DIES 

Chester H. Fisher, 50, secre- 
tary and treasurer of Cowles 
Chemical Company, Cleveland, 
Ohio, died suddenly July 24 of a 
heart attack at his home. 

Mr. Fisher came with Cowles 
in 1929, was elected treasurer in 
1943 and secretary in 1952 


ASTE LEADER 
AT BRITISH SHOW 

Joseph P. Crosby, 2nd vice 
president of the American So- 
ciety of Tool Engineers and vice 
president of Lapointe Machine 
Tool Company, Hudson, Mass.., 
is attending the International 
Machine Tool Exposition in 
London, England as an official 
delegate at representing the 
24,000 member technical so- 
ciety. During the Exposition, he 
will be a guest of both the Ma- 
chine Tool Trades Association 
and the Institution of Produc- 
tion “ngineers, Great Britain’s 
counterpart of the ASTE. 

In addition to attending the 
London Exposition, which is be- 
ing held from Sept. 17 to Octo- 
ber 4, Crosby will also attend 
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the Hanover Machine Tool | 
Show to be held in Western | 
Germany on September 19 and 
20. 
He also plans to tour some jet | 
aircraft factories and_ visit 
France and Belgium. 


TENSILE PROPERTIES OF NICKEL 
IN NBS REPORT 


A study of the effect of tem- | 
perature on the tensile proper- | 
ties of high-purity nickel has re- | 
cently been completed by the 
National Bureau of Standards.' 
Tensile tests were made at tem- | 
peratures ranging from —320 to | 
1500 F on annealed specimens 
of nickel of 99.85 percent purity. 
The study was conducted by 
William D. Jenkins and Thomas 
G. Digges of the NBS thermal | 
metallurgy laboratory. 

The new work is a continua- 
tion of previous NBS studies of 
high-purity copper and copper- 
nickel alloys. These two metals 
are both available commercially 
in very high purity, and they | 
and their alloys are suitable for 
many industrial applications. 
The two metals have unlimited 
solid solubility in each other 
(ean be alloyed in all propor- 
tions), and these alloys have rel- 
atively high strength at ele-| 
vated temperatures and are cor- 
rosion resistant in many envir- 
onments. For all of these rea- 
sons the study of the copper- 
nickel binary system has con- 
siderable interest and _ signifi- 
cance. 





Two series of tests were made 





in this NBS study of nickel. The 
first series was made in the} 
range from room temperature 
to 1500 F. Specimens were 612 
inches long, with 2-inch-long re- 
duced sections of 0.505 diam- 
eter. Each specimen was heated | 
and maintained at the desired 
test temperature, then tested in 
a hydraulic-type machine (15,- 
000 lb. range). The testing 
machine applied tension to the 
specimen producing extension 
at a controlled rate of about 1 
percent per minute. The move- 
ment of the head and the ten- | 
sion applied to the specimen 
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LOW COST 
Girni> 
FINISHES 
/ for zine, 
cadmium, aluminum 
A and cuprous 
provide \ _ metals 
corrosion resistance 
paint base 


choice of 
appearance — 


And they are easy to 
apply! Just a simple chemical dip 
for only a few seconds produces the coating. 


LOW MATERIAL 
AND SHIPPING COSTS 


combine to make Iridite the most economical chrom- 
ate finish you can buy. Many Iridite chemicals are 
packed in powder form, thus can be shipped to 
you in steel pails at freight savings of up to 
15%! Pails take less storage space, are 
easier to handle, eliminate carboys, 
need not be returned. 


A 
Jf 


WHY NOT TEST IRIDITE ON YOUR PRODUCTS? Write for 
literature and send samples for free test processing. See “Plating 
Supplies” in your classified telephone directory or write direct. 


A urs Researcn Propucts 


INCORPORATED 


4004-06 E. MONUMENT STREET « BALTIMORE 5 MD 
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were recorded by means of an 
automatic stress-strain recorder. 

The second series of tests was 
made at temperatures ranging 
from —320 to .12 F. Specimens 
were essentially the same as 
those used in the first series, but 
the procedure had to be modi- 
fied to permit them to be fully 
immersed in a liquid bath dur- 
ing the testing in tension. Load- 
ing was controlled to produce 
contraction of the smallest sec- 
tion of the specimen at a rate of 
approximately one percent re- 
duction of area per minute. A 
special reduction-of-area gage 
measured the change in mini- 
mum diameter of the specimen 
during testing. 


DEBURRING 
PRODUCTION 


AT BAKER- 
RAULANG 


Leading Manufacturer 
Of Electric Lift Trucks 


GLOBE 


TILTING 
TUMBLING 
BARRELS 


Insulating bushings 
burred with emery wheels at a rate of 
300 per hour. With use of a Globe 
Tilting Tumbling Barrel, production was 
stepped up to 2000 pieces per hour. In 
addition to an 85‘ production increase 
the tumbling barrel released two men 
for work in other departmenis. 

Extra economies are obtained by tum 
bling odd shaped pieces difficult to de 


were tormerly de 


In both series of tests, speci- 
mens were extended to the 
point of fracture. Fractured 
specimens were examined met- 
allographically anda tested for 
hardness. Various graphical com- 
parisons of relations between 
the observed data were then 
made. 

The NBS study of nickel 
shows that in general the met- 
al’s yield and tensile strength, 
and also the ductility at maxi- 
mum load, tend to decrease with 
increase in temperature. The 
elongation at complete fracture 
attains a minimum at about 
500 F. However, irregularities 
appear in the usual trends of 


some of the tensile properties in 


nce QS Y, 


burr with hand wheels. With the Globe 
Tumbling Barrel. Baker-Raulang has 
doubled deburring production, and is ob- 
taining finer finishes, using only 3 men 
in place of 5 men formerly required. 
FREE EXPERIMENTAL SERVICE 
Let Globe's experimental engineering 
service analyze your finishing problems 
Send samples of parts and completed 
piece to show finish desired and Globe 
will provide detailed finishing recom 
mendations. Write today! No 
gation, of course. 


oa 


© CLEVELAND 2, OHIO 


eaeey 
DUSTRY SIWCE 1902 
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obli- | 


the temperature ranges of about 
80 to 300 F and 500 to 700F 
Strain aging apparently occurs 
in the range 80 to 300F, and 
Curie point behavior in the 
range 500 to 700 F, while re- 
covery and_ recrystallization 
predominate at temperatures of 
1200 to 1500 F 


'For a detailed report of the 
study, see “Effect of Tempera- 
ture on the Tensile Properties of 
High-Purity Nickel”, by Will- 
iam D. Jenkins and Thomas G 
Digges, J. Research NBS 48, 313 
(April 1952). 


WIN SCHOLARSHIPS 
TO STUDY FINISHING 
AT NORTHWESTERN 

Two Chicago youths have 
been awarded the first scholar- 
ship in the recently establish- 
ed Belke Manufacturing Com- 
pany, Northwestern Universit: 
cooperative training program 
Robert Blumenthal, age 19, 
and Gerald P. Glab, 18-year old 
son of Paul Glab, secretary of 
the Chicago Branch of the Am- 
erican Electroplater’s Society, 
will begin the 5-year program in 
Sptember at the Technological 
Institute of the University in 
Evanston, Illinois 

On completion of the program 
the boys will be the first recip- 
ients of the new Bachelor of 
Science Engineering Degree, 
which has been initiated at 
Northwestern in connection 
with this cooperative education 
plan. Over the 5-year period, 
the award winners will spend 12 
quarters at school studying var- 
ious engineering subjects, and 
6 quarters getting practical ex- 
perience in local job plating 
shops, in manufacturing plants 
with large metal finishing de- 
partments, and in the Belke 
plant. After a year and a half, 
the students will be practically 
self-supporting as they will be 
paid prevailing wage rates 
while working in industry. 

Officials of Belke and the 
University believe these schol- 
arships will go a long way in 
solving the critical shortage of 
trained men in the Electroplat- 
ing and Metal Finishing Indus- 
try 
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ABRASIVE BELTS for high-volume, 
low-cost cleanup of DIE CASTINGS 


ABRASIVE BELTS are commonly used on die castings for the two types of cleanup 
jobs illustrated here. First is the removal of flash and burrs from irregular contours 
and the second is the removal of parting line flash and ejector marks from flat sur- 
faces. Type of belts and equipment suitable for this work are shown. 


Die castings are used generally because of their favorable high volume-low cost 
relationship. If manual finishing operations are too slow, this cost advantage is likely to 
be dissipated over excessive processing operations. Both of the abrasive belt grind- 
ing applications presented here have supplanted other, less effective methods, and 
have helped to speed up production and lower costs 


Whether the die parting lies along a flat edge, or around the irregular contour, abra- 
sive belts of varying width and mounted in any of several ways will be an effective 
method of removing flash. It is almost a standard first operation for processing raw 


castings. 


INSTEAD OF USING the customary polishing 
jack, an automobile manufacturer found that de- 
burring and cleaning up edges of an auto trunk 
hinge could be done better on a flexible belt 
grinder. On this zine die casting, a 220 grit 
aluminum oxide belt was used. Cutting oil and 
kerosene were applied as a lubricant to prolong 
belt life. The operator was able to clean 600 
pieces an hour on this pre-buffing operation. As 
a result, one polishing machine was released for 
other operations. Photos courtesy Porter-Cable 
Machine Co. 


DRY PLATEN GRINDING of this flat surface 
on a zine die casting grinds faces faster and better 
than the surface grinder formerly used. The platen 
under the 10” belt gives a working belt surface 
that is flatter, and therefore the finished surface 
is also flatter. Depending upon size of workpieces 
and amount of material to be removed, output by 
dry platen grinding ranges from 400 to 1500 pieces 
per hour on this type of job. Grinding of core 
marks from the flat surface required approxi- 
mately 10 seconds. 
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TAP-LOK 
INSERTS 


Strengthen tapped threads 


eee the customer 
—gets hopping mad when a thread 
strips. And his opinion of the manu- 
facturer may be something un- 
printable. Naturally, it plays hob 
with sales. 
Threads in a part or product made 
of soft metal, plastic or wood should 
be strengthened by a steel or brass 
bushing. 
The Tap-Lok Insert is a bushing 
threaded externally to screw into 
the parent material and internally 
to hold the male threaded member. 
Slotted segments enable 
the insert to cut its own 
thread in the drilled or 
cored hole, equal in size 
to a tap drill hole for its 
external thread. This self- 
tapping feature saves a 




















separate tapping operation and 
makes the Tap-Lok Insert economi- 
cal to assemble as original equip- 
ment. It withstands vibration with- 
out loosening, has maximum torque- 
and-pull resistance and avoids the 
time-consuming failures of cast or 
molded inserts. Tap-Lok Inserts are 
also excellent for salvage in repair- 
ing stripped threads in soft metal. 


Tap-Lok Inserts are easily installed with a special driving tool 


j Ere 


ITAL | 4) 
" 
_ Mot 





GROOV-PIN CORPORATION 


1122 Hendricks Cavseway, 


as follows: 


1 The Insert is placed in position under the 
driving tool. The latter is rotated until it fully 
engages the internal thread of the insert. 


>. The Insert is then turned into the cored 
or drilled hole, cutting its own thread as it 
odvances until the Insert is fully seated. The 
driving torque is then reversed until the tool 
is disengaged. 


Send for descriptive folder. 

Pt ov- °" 
Also manufacturers of Groov-Pins yon 
for positive locking press fit. 


*Reg. U.S. Pat. Off. 


I 


Ridgefield, New Jersey 
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FAR-INFRARED ELECTRIC 
HEAT GIVES 
EFFICIENT MOLD DRYING 


Precision plaster molds, used 
for aluminum casting, are being 
dried more evenly and precise- 
ly with far-infrared electric 


| heat, according to Mr. W. R. 
| Hale, vice president of Scientif- 
| ic Cast Products Corp., Cleve- 
| land, Ohio. 


Scientific’s molds are now 
dried to the close tolerance of 
001 inch per inch as compared 
with .002 variation under the 
previous batch type, gas-fired 
method. In the former batch 
oven the molds near the top, 


= 4 
where hot air was forced in, 
dried faster than those at the 
bottom. Radiant heat now dries 
all molds evenly and consist- 
ently. 

Details of the operation are as 
follows: A conveyer moves the 
molds through the oven at about 
144” per minute maximum. The 
first 8 feet of the 12 foot oven 
are heated by 36 Chromalox 
radiant heaters with a total cap- 
acity of 39.6 Kw. The longer 
“far-infrared” wave length is 
absorbed efficiently even by 
white materials, with negligible 
reflection — and rapid heating 
results in short conveyor travel. 
One size 12” x 22” x 212” dries 
in 2 hours. 

In the present operation the 
production rate is about the 
same as before. However, the 
effective production has been 
raised by reducing formula 25% 
to 10%,.the rejected molds, 
with further reduction expected 
as handling is standardized. 

More information about mold 


| or core drying with far-infrared 


electric heat can be obtained 
from Edwin L. Wiegand Co. by 
circling No. 204 on the Reader 
Service Card. 
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CORRECT ALIGNMENT between the Locke drill 
heads and the drill fixture bushings has been ac- 
complished to permit accurate drilling and tapping 
of aluminum die cast bezels. 


DRILLING AND TAPPING 


five holes simultaneously 


TO DRILL AND TAP five 
holes at one time in an alum- 
inum die casting, Beaver Ma- 
chine and Tool Company of 
Syracuse, N. Y., recently ma- 
chined and assembled the setup 
shown above for the Fayette- 
ville, N. Y., plant of Precision 
Castings Co., Inc. 

This bezel drilling and tap- 
ping table is constructed of the 
following components: five 
Locke air-opened drilling and 
tapping units, bezel fixture, 
fixture clamp, motor support 
brackets and pedestal. Each 
Locke unit is powered by a % 
h. p. electric motor mounted 
under the table. The steel ped- 
estal, 28 inches in height, sup- 
ports the table. 

An operator inserts an alum- 
inum bezel into the fixture, 
taking care that it is placed 
properly. Next, he locks the 
bezel by pulling down the lock- 
ing clamp. After a_ solenoid 
switch in each Locke unit is 
activated, unit air cylinders 
build up pressure until each 
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drill head thrusts forward. This 
forward thrust takes place 
among the units simultaneously. 
The five drills enter the bezel 
fixture drill bushings and drill 
and countersink the bezel. 


Here the speed of air oper- 
ation, the accuracy of mounting 
alignment, and the inherent uni- 
formity of the die cast work- 
piece, have resulted in a pre- 
cision drilling and tapping oper- 
ation with minimum time or 
labor. This type of drill-and- 
tap operation is widely adapt- 
able to multiple, simultaneous 
operations, especially when the 
hnles in various planes which 
would be difficult or expensive 
to core. 


The bezel fixture is cast iron; 
its drill bushings, hardened 
and ground steel. Three bush- 
ings are 17/64”, diameter; and 
the remaining two, 4” diame- 
ter. An ordinary hammer was 
used to insert them into the fix- 
ture casting to avoid pressing 
them out of shape. 





Here's 
why 


born 
Uy DRO-FINISH 


dies! 
longs the life of your 
pro 


ECAUSE Hydro-Finish em- 

ploys fine mesh abrasives 
suspended in water, it does a 
precision cleaning job without 
danger of excessive metal re- 
moval. Tolerances are held to 
.0001”! Result: more years of 
service from your dies! 


What's more, Hydro-Finish 
saves you time and labor. Op- 
erated by one man, it removes 
scale and discoloration in min- 
utes instead of hours! Cleaned 
surfaces are virtually free of 
directional grinding lines, elim- 
inating or reducing further 
finishing operations. 


Get the facts on how Hydro- 
Finish can save you money! 
Write today for Bulletin 1400A. 
Address: PANGBORN CorporRA- 
TION, 3500 Pangborn Bilvd., 
Hagerstown, Md. 


Get PANGBORNITE. Best abra- 

sive forall liquid blasting needs. 

Available in many mesh sizes. 
Look to Pangborn for the latest 


developments in Blast Cleaning and 
Dust Contro! equipment. 


Pangborn 


BLAST CLEANS CHEAPER 
with the right equipment fer every jeb 





Circle No. 64 on the Reader Service Card 
Page 51 








eading the 


COATED 
BRASIVES ! 
PARADE 


—as usual 


NSED REPORT TO THE 


A CONDE NDUSTRY 
WORKING | 
METAL-W genre 


1 € ARBORUN 


dership: 
ts of the mos 


pl M 


major di 
t recent 


of evel- 
ing lea 
opme n 


. ynth pertos 
1 2-m«¢ 


YOUR 
CARBORUNDUM 
DISTRIBUTOR 


is now more than ever fully 
equipped to serve you—thanks 
to this continuous develop- 
ment of product and process. 
Call him today—you'll find 
him listed under “Abrasives” 
in the yellow pages. 


Look to 


Rep-I-CUT WATERPROOF PAPER in- 
troduced a year ago, has revolutionized 
wet-sanding practices of thousands of 
operators. A completely new type of 
flexible backing is combined with 
tough abrasive grain—and a new resin 
bond to produce a faster cut, a better 
finish, and up to 50% longer useful life 
on production runs. 


FastcutT Pad has enabled abrasive 
cloth discs to achieve finer finishes on 
metal than ever before. Through the 


resiliency of this soft rubber back-up 


medium, swirl patterns and harsh 
scratches are eliminated. 


‘‘PoRT-A-BELT’’ GRINDING ATTACH- 
MENT is the world’s firsc—a brand-new 
abrasive idea that lets you bring the belt 
to the work. Ideal work-speeder and 
money-saver on die and mold grinding, 


weld cleanup, edge-breaking, contour 
finishing. On many jobs it eliminates 
2 or 3 separate abrasive operations 


“61” SERRATED RUBBER CONTACT 
%.,, EL principle has broughtan entirely 
new concept to abrasive belt versatility 
and performance. Controlled breakdown 
of the bond is the outstanding accomp- 
lishment. ..virtually eliminating glazing 
and loading—in most cases actually 
doubling the productive life of each belt. 
“T-61L" Universal Hub Contact Wheel 
—a further improvement—has cut your 
contact wheel costs virtually in half. 
When the serrated rubber “‘tire’’ wears 
out, throw it away and replace with 
new tire at half the cost of standard type 
wheel. Original cost of complete 3-part 
assembly is no higher than the previous 
solid wheel—in some sizes, lower! 


QQuALITY CONTROL with BeTa-Ray 
GAUGES first ever installed by any abra- 
sives manufacturer, means assured, posi- 
tive uniformity of coated abrasive from 
lot to lot, from year to year. This process 
yermits control and standardization of 
edibenal adhesive coat, of grain coat, 
of sizing, to precise and predictable 
tolerances. 


CARBORUNDUM 


TRADE MARK 


for the NEWdevelopments in ALLabrasive methods 


“Carborundum”’, 


“Red-I-Cut™, “Port-A-Belt’’ and “Fastcut” ore trademarks of The Carborundum Company, Niagara Falls, New York 


For additional information Circle No. 22 on the Reader Service Card 


Page 52 


PRECISION METAL MOLDING 








[PJ new ProbuctTs 


For additional information on the products appearing on 
this and the following pages, mark the key number of the 








item on the card bound into this issue. Drop the card 
in the mail—no postage is required. 


PORTABLE BENCH TUMBLER 
Model “B” 
Del’s Tumbling Service 


SPECIAL FEATURES: Portable bench type tumbler 
useful for production finishing operations or experi- 
mental work. Entire front is a removable, leakproof 


door. Removes burrs, machine marks, sharp edges, 
surface defects. 


SPECIFICATIONS: Hexagonal shaped, 8” wide x 
11” diameter, steel welded construction, water-tight, 
removable compartment. Holds approximately 2% gal. 
of self-tumbling work when loaded 60% full. Com- 
partment is belt driven rotating at 16 rpm. Variable 
speeds are achieved by varying pulley size. Can be 
lined with rubber for bright finishing of metals. Has 
novel tilting arrangement for loading or unloading. 
Can be operated in either titled or horizontal position. 
Equipped with Redmond air-cooled motor and speed 
reducer. Motor 110 volt, single phase, 60 cycle, 1/30th 
hp. 


For additional information Circle No. 196 on Reader Service Card 


SEQUENCE DRILL OPERATIONS 
WITH SINGLE SPINDLE 
Select-A-Spindle 
Commander Mfg. Co. 


SPECIAL FEATURES: Three-spindle turret head 
can be attached to any drill press and permits se- 
quence drilling, countersinking and tapping on single 
drill press spindle. Provides selection of speeds on 
each spindle at recommended speeds. 


SPECIFICATIONS: Capacity on all 3 spindles is 
3/8”; adjustable torque control spindles for protect- 
ing taps up to %” available; quick, positive hand 
lever indexes turret head without stopping dri!l 
press; selected tool rotates only after spindle is in- 


dexed and automatically locked; incorporates a var- 
iation of the Commander Spring Clutch Tapper and 
is built to tap on any one, two or all three spindles. 
For additional information Circle No. 197 on Reader Service Card 


SEALING CASTING DEFECTS 
Metasealer Kit 
American Metaseal Corp. 


SPECIAL FEATURES: Casting defects, pinholes, blow 
holes, cracks, chips or surface irregularities can be 
repaired quickly at low cost right on the spot; 
includes materials, tools and supplies to repair ferrous 
and non-ferrous castings. 

SPECIFICATIONS: Kit uses Metasealer Plastic Im- 
pregnant, a thermosetting plastic that seals castings 
permanently; does not shrink or corrode; can be 
machined or finished with paint, lacquer or enamel. 
Resistant to known solvents and commercial solutions; 
100% solids. 


For additional information Circle No. 198 on Reader Service Card 


ADJUSTABLE PROP FOR DIES 
Saftprop 
Lempco Products, Inc. 

SPECIAL FEATURES: Adjustable prop holds open a 
press or die set; capable of supporting 10 tons. 

SPECIFICATIONS: Prop consists of cylindrical ram 
filled with flat steel slugs. When ram is lifted, slugs 
pour out of opening into an outer cylinder to form 
a solid mass of steel on which the ram rests. Returned 
to original position by turning unit upside down. Props 
made in standard sizes 242”, 3-%”, 5-3/8”, 8” and 
12” high. Cylinders are welded steel construction. 


For additional information Circle No. 199 on Reader Service Card 
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For additional information Circle No. 71 on the Reader Service Card 
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Deburring with NOBUR tool 


on drill press reduces 
production costs ...speeds 
deliveries! 
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WHICH SOILS 
ARE HARDEST 
TO REMOVE? 


_] buffing compound residues 
C) pigmented drawing compounds 


oils and greases 
] heat scale ] tarnish 
] flux residues 
] carbon smuts ] rust preventives 


auizeo INDUSTRIAL Stay, 
ot 


Technical Service Representatives in 


—_—_— —_- 
OAKITE PRODUCTS, INC. 


34G Rector St., 
Tell me about Oakite methods 
following soils: 


Principal Cities of U. S. & Canada 
——— 


Me ct 
"eRtats . mernoos* suet 


New York 6, N. Y. 
for removing the 


klet ‘Some good 


ALSO send a FREE copy of your boo 
things to know about Metal ¢ leaning” 
NAME 
COMPANY 


ADDRESS 


en ——_——_—_— 


For additional information Circle No. 72 on the Reader Service Card 
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New Products continued 
SMALL TUMBLERS WITH COMPARTMENTS 
Pocket Tumbler 
Tumb-L-Matic, Inc. 


SPECIAL FEATURES: Small 
“pockets” 


barrel has individual 
for tumbling 2 to 6 different items sim- 
ultaneously; for deburring, precision finishing and 
polishing small parts such as investment castings, etc. 

SPECIFICATIONS: Pocket Tumbler comprises rotat- 


ing container or “frame” into which the pockets fit; 


both pockets & frame are hex shaped. Frame is en- 
closed on five sides during tumbling to hold “pockets” 
in. Pockets range from 12 to 16 inches in diam. Unit 
shown is submerged type for wet tumbling; also 
available as self-contained unit for either wet or dry 
tumbling. Equipment suited for all methods of tumbling 
by adding recommended abrasive to any given: 
pocket. Can be furnished with variable speed drives. 


For additional information Circle No. 200 on Reader Service Card 
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- COST PRECISION 


OM AND PRODUCTION 


ONE PORTABLE MULTI-PUR- 
POSE PRECISE GRINDER-MIL- 
LER WITH MACHINE TOOL 
MOUNT DOES THE WORK OF 
A SINGLE-PURPOSE MACHINE 
COSTING 100 TIMES AS MUCH! 


Little can be done today to reduce labor 
and material cost or substantial env. 
i better techniques 

nde r-Mi llers on 
drill presses, o ailing machines 


y built for continuous 
tal housing: rigid PRECISE 
1 mic ro-precision bearings 
and accurate PRECISE quilt 
e deal. for tungsten carbide 
PK a Ist vill grind, mill or 
sh any mate at from soft wood to 
the hardest allo el 


Write FOR CATALOG 


RODUCTS CO., 1342 Clark $t., ® e, Wis, 


es PRECISE GRINDER-MILLERS 


For additional information Circle No. 73 on the Reader Service Card 
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PNEUMATIC SPRAY MASK WASHER 
Sepanski & Associates 


SPECIAL FEATURES: Claimed to reduce mask cleaning time; reduces mask 
damage; has low solvent requirement; minimum fire hazard; reduced operator 
fatigue. 

SPECIFICATIONS: Portable, self-contained paint spray mask washer operates 
entirely on air pressure without electrical connections; uses high pressure jet 
spray that cleans without damaging fine wire bridges. Cleaning cycle fully 
automatic; can be set for any time required for solvent to dissolve material. 
Model W-25-H is 35” long, 16” wide, 37” high with mask area 33” x 16” 
and 10 gal. solvent capacity. Smaller unit also available. 


For additional information Circle No. 201 on Reader Service Card 





SEPARATING PARTS FROM CHIPS 


IN TUMBLING 
MMG 34-12 Separator 
Roto-Finish Company 


SPECIAL FEATURES: Designed to separate ferrous or non-ferrous parts from 
Roto-Finish abrasive chips where both are being processed using Roto-Finish 
methods. Unique feature is that the magnetic and mechanical separating | 
mechanisms are interchangeable on the portable frame so that unit can be 
used either magnetically or mechanically. 

SPECIFICATIONS: Operation of the separator is simple and efficient. A 
Hoist Pan containing the mixed parts and processing media is placed on the 
incline loading support of the separator screen. Separation is made as 


continued on page 82 
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FACTS FIGURES 
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BARREL 


YOUR DIE-CAST 
PARTS with 


ACROPRINTER 


Reg. U. S. Pat. Off 


Write for 
Latest 
Literature 


Get the complete 

story! Learn about 

latest develop- 

ments in equip- 

4 ment, compounds, 

abrasives. Amazing 

results now possible on almost 

all types of parts from large cast- 
ings to small intricate parts. 

Write Today For 3 FREE Booklets 


: upersheen 
nT UA ESOL 


Hand and Motor 
— Models 


Acyanaga 
| 


: 426 Morrell St., Elizabeth 4, N. J. 
“The Original Marking Specialists” 
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FINISHING 


Circle No. 79 on the Reader Service Card 


20,000 Experts 
Admire the Finish 
AND the Tanks! 





| Educational Exhibit shows advantages : 


LUSTER-ON’ 


PLA- TANK 


over the Industrial Finishing 
— at Chicago, the two big 
| words were LUSTER-ON and PLA- 
|TANK. In the Electroplaters’ In- 
| stitute demonstration shown above 
la complete zinc barrel-plating line 
|turned out these license plate nuts 
jand bolts by the thousand — all 
| brilliantly finished with long-lasting, 
| Corrosion-resisting LUSTER-ON dip. 
| LUSTER-ON is the original passi- 
| vating bright dip introduced ‘in 1944 
| by The Chemical Corporation. Since 
| then it has been adopted by many of 
the leading industries of the country 
on such items as auto parts, aircraft 
| parts, hardware items, wire goods, 
| television components, electrical! parts, 
| tools, etc. Every day former users of 
nickel and cadmium are converting 
to this passivating bright dip. 
| Naturally the tanks, hoods. and 
|duct work were all PLA-TANK 
| Resin-Bonded Fiberglas®, the amazing 
| new reinforced plastic material which 
resists most plating solutions, acids, 
|dips and rinses. PLA-TANK is the 
pioneer in this field, designed and 
| built by metal finishing men for metal 
| finishing use. 


Send for free data sheets on 
Luster-On and Pla-Tank and 
set of license plate bolts shown. 


Circle No. 63 on the Reader Service Card 
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put your precision 


SAVE MANHOURS AND MONEY 

. the original Roto-Finish processes 
completely eliminate hand finishing in 
most instances. GET ABSOLUTE UNI- 
FORMITY ...in any quantity. 
MAINTAIN exact tolerance on pre- 
cision parts. CUT FINISHING costs 
as much as 80°% . . . this fact has been 
proved many times in actual installa- 
tions. LOWER INITIAL AND MAIN- 
TENANCE costs . . . you need only 
one Roto-Finish machine to replace sev- 
eral manual grinding or polishing ma- 
chines. No exhaust system is ever re- 


quired. 


iw FINISH COST-FREE ENGINEERING 
SERVICE GUARANTEES RESULTS ! 
Send a few unfinished parts to us . . . 
plus a finished part for a guide, (or 
we'll be glad to pick them up from your 
plant) for a “no charge” demonstra- DW-45-36-2 
tion. Then sit back and let us prove 
that Roto-Finish will finish your parts 
. to your specifications . . . and 
Save you time and money. We guar- 
antee that you can get the same results 
in your plant that we produce in our 
laboratory. There is no obligation for 
this service. 


Write for fact - packed 
Roto-Finish Catalog for 
complete information. 


FOREIGN REPRESENTATIVES: CANADA — Windsor — Roto-Finish Canada Limited * 
ENGLAND — London — Roto-Finish Limited — 39 Park Street — Mayfair * AUSTRALIA 
— Melbourne — A. Flavell Pty, Ltd. * HOLLAND — Delft —N. V. Roto-Finish Maatschappij 
— Rotterdamse — WEG 370A * AUSTRIA, GERMANY, SWITZERLAND — Frankfurt o.M. 
— Metaligeselischaft A.G., Germany * ITALY — Milan — Societa Roto-Finish a R.L. — 
Sesto S. Giovanni — Viale E. Marelli 31 * FRANCE — Paris — Sociote Roto-Finish, 70 
rue de la Republique-Puteaux (Seine) * BRAZIL — Rio de Janeiro — Commercial E. 
Industrial de Formos Werco, Ltds. 


For additional information Circle No. 31 on the Reader Service Card 
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MPA PROCEEDINGS 
OFFERED IN BOOK FORM 

“Powder metallurgy in a de- 
fense economy” was the theme 
of the Eighth Annual Meeting 
of the Metal Powder Associ- 
ation. Proceedings of the meet- 
ing in the form of a 97-page 
booklet containing all papers, 
illustrations and discussion are 
now available. 

The meeting took place in 
Chicago on April 29 and 30 of 
this year. Papers published in 
the Proceedings include: 


“Recent Practical Applica- 
tions of Hot Pressing,” Jer- 
ome F. Kuzmick 


“Powder Metallurgy in the 
Manufacture of Clocks and 
Mechanisms,” Fred Lux. 


“Aspects of Powder Met- 
allurgy in National De- 
fense,”’ John D. Dale, Cap- 


tain, Ordnance Corps. 


“Powder Metallurgy for 
High Temperature Applica- 
tions,” Julius J. Harwood. 
“Carbides Machining 
and Ordnance Applica- 
tions,” Malcolm F. Judkins. 


“Characteristics of Car- 
bonyl Iron Powders for the 
Electric Core Industry,” 
George O. Altmann. 


“Characteristics of Hydro- 
gen Reduced Iron Powders 
for the Electronic Core In- 
dustry,” R. H. Rodrian. 


“Characteristics of Electro- 
lytic Iron Powders for the 
Electronic Core Industry,” 
W. M. Shafer. 


“Magnetic Powder Cores 
for Military Communica- 
tion Equipment,” Eberhard 
Both. 


“Progress in Powder Met- 
allurgy in Europe,” W. D. 
Jones. 


“Air Power — A Must in 
National Security.” Russell 
E. Settle. 


Copies of the proceedings are 
available for $2.50 each from 
the Metal Powder Association, 
420 Lexington Ave., New 
York 17, N. Y 
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For additional information on the products appearing on this and the 
following pages, mark the key number of the item on the card bound 
into this issue. Drop the card in the mail—no postage is required. 


PROCESSES 
High wunsity Iron Powder Parts: 


lete tect s| deta 


No. 144 
ncern ng the production, properties 
on powder parts by National Cust 

9-page reprint of an article 


of National Radiator Co 


Seubatose & Tool Steel Investment Castings: No. 145 
sathered ¢ new folder ed by Engineered Pre 
rious steps which go into the making 
tle f the folder s “Investment 
Alloy Stee Bery m Copper and 
Melted 


Plant for beng sa. Powder Metal Parts: No. 146 
facture of powdered 


Jescribed in a folder 


Tour of Gray Iron Permanent Mold Foundry: No. 148 
Ar strated booklet from the undry D on of Eaton Man 
facturing C 1, “A Picture r » Eaton Perm 
anent Mould Iry | ho the mpan facilities for 


oducing 


How to Produce Smal! Metal Parts: No. 149 
The [ e : ee f ble eis 
Dozens of small 
ind factors con 


ns from 1000 


MATERIALS & EQUIPMENT 
asp Die nese in | Die Contng Machine: No. 150 


" f Lester-Phoenix die casting 
idditional d pace between the beams 
ntroduced in a news item in the ent issue (June-July 


of the Lester Press. Also contains on plastic molding 


Engraving Machine & Accessories: No. 151 
An engraving machine and accessorie r use o metals 
t are tf f eis Engraving 


die work 


No. 152 


commercial and in 


Photoelectric Flame Failure Safeguard: 
Photoelectric equipment for protecting 
dustrial oil burhing equipment from the danger of flame failure 
s described in bulletin CA522 stion Control Corr 

Aluminum Reduction Plant: No. 153 
Another in a s 5 booklets describing its various plant 
facilities has been k d eynolds Metals Co. This 
latest boo eals with reduction lumina to aluminum 


} 
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Standard Drill Jig Bushings: 

A new 6-page folder listing quantity net prices for 

drill jig bushings is availabe from Colonial Bushings, Inc 
Safety Vises for Drill Presses & Band Saws: No. 155 
New safety vises for drill presses and band saws are announce 
n an illustrated brochure from Float-Lock Corr 

of Americar Machine & Foundry Co 


Seven Types “ apenas X-Ray: 

Seven types of squipment made by Westingt 
Cort for industrial pr ition are Ggescribed in a 
Seven Industrial Ey 

Instrument for Melting-Point Studies: 

Details concerning the new Aminco-Furst Meltometer 
na bulletin from American Instrument Co. The 
possible temperature-optical transmission studies 
Jetermination f me oint, solidification 


nt, dehy 


ra nh Sintering & Hardening Furnace: No. 158 
Data is available from C. |. Hayes, Inc. concerning their Mo 
furnace being ed for sintering at a New England 


t snd a » hardening f 


Industrial Metal Fasteners: No. reed 
In the new Southco Handbook istenir Specialties the 
are 22 pages of information on 

to metal and metal to wood applica 


also contains several pages of frequently 


Tool Holder for Turret Lathes, etc. 
Information from 5S y ne & ¢ s ottered 
new sleeve type stub taper turret tool holder 


holding counterbore cutters, countersink: p 


similar tools having standard stub taper shanks 


FINISHING 
Recommended Practice for Plating Aluminum: No. 165 


Latest recommended practices for electroplating slumir 
alloys are contained in B etin N ? from the New Kensir 3! 
laboratories of Aluminum Company of America. Special attent 


is called to new zincate solution composition 


Detergent Cleans Aluminum, Magnesium: No. 166 
Rapid cleaning of aluminum, and anodized aluminum and 
magnesium parts in power washing equipment is made possit by 


o new detergent PWB No. 8! from Kelite Products n ’ 


detergent and its characteristics are aescribed in literature 


Cost Analysis Chart for Polishing & Buffing: No. 167 
A Cost Analysis Check Chart for accurately computing the 
of polishing and buffing operations has been made availabl 
by the E. Reed Burns Mfg. All factors are neatly listed on 
paper card and it is a simple matter of jotting down appre 
figures under each item to compute the actual “net 


Control for Abrasive Belt Backstands: No 
Backstands for abrasive belt operations ore fea 
folder from Divine Brothers Co. Particular emphasis 

the DBA “Tensionaire” boackstand with automatic 
control. 


Immersion Tinning of Copper & Brass: No. 169 
Immersion tinning of copper & brass without an outside source 
of electric current is the subject of technical data sheet N 

from Metal & Thermit Corp., Chemical Div 
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This man can show you... 


Lasting security of fastenings is imperative in 
assembly of this Fan-Glo Heetaire, to resist 
vibration and insure rigidity. Seven P-K Type 
A Phillips Head Sheet Metal Screws fasten the 
CRS back cover to the welded case—can be easily 
removed and replaced when necessary. All screws 
are driven with air-operated driver in }2 minute. 


42 


Type A Hardened Sheet Metal Screw, one of 
five standard types of P-K Self-tapping Screws, 
shown with Phillips Recessed Head. Made also 
with slotted head. 





IN 
PK @ jcc. 
(est jib SELF-TAPPING SCREWS 


FOR EVERY METAL AND PLASTIC ASSEMBLY 


For additional information Circle No. 24 on the Reader Service Card 
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How to make 
stronger assemblies 
and save fastening time 


Ask a P-K Assembly Engineer how you can improve 
product strength. Often, a switch to P-K screws gives you 
a double advantage. You get fasteners that set up tight 
and stay tight. You also get a simpler fastening method that 
makes record savings in assembly time. 
The P-K Assembly Engineer’s experience is based on 
more than a million applications of P-K Screws in the 
nation’s best-known products. He can quickly tell you which 
type, from Parker-Kalon’s complete line, will help you 
make better, faster, stronger assemblies, at lower cost. 
Today, more than ever, the P-K Assembly Engineer 
is a good man to have on your production team, showing 
you the shortcuts in assembly that will help you beat 
the squeeze on profits. He'll call at your request. 
Parker-Kalon Corp., 200 Varick Street, New York 14. 


Your P-K DISTRIBUTOR has good news. 

His stocks of P-K Screws are steadily improving. 
The size and type you need may now be readily 
available. Ask about it. Plan now to make your 
assemblies with the original, quality-controlled 


P-K Screws. Remember—"'If it’s P-K.. it’s O.K." 


PARKER-KALON® 





REFERENCE MATERIAL, catalogs and data 


offered free in this month’s ads (circle numbers on 


reader service card.) 


. DIE CASTING MACHINE SPECS 
are offered in a bulletin from 
Cleveland Automatic Machine Co. 


. NEW PRINCIPLES OF CON- 
STRUCTION for a die casting 
machine are introduced in a 
specification bulletin from Cuya- 
hoga Industries. 


. DATA SHEET ON STANDARD 
EJECTOR pins is available from 
Detroit Mold Engineering. 


. SMALL DIE CASTINGS produced 
by Dollin Corp., Small Castings 
Dept., are the subject of a book- 
let. 


. COMPLETE LINE OF DIE CAST- 
ING machines is presented in a 
catalog.from Kux Machine. 


. SPECIFICATIONS FOR DIE CAST- 
ING machines are available in 
literature from Lester-Phoenix. 


. HYDRAULIC OIL FILTERS pro- 
duced by Marvel Engineering are 
presented in a data sheet. 


. FACTS ON PERMANENT MOLD 
and die cast parts are offered 
in a Fact File from Monarch 
Aluminum . 


. DIE CASTING FACILITIES of Pres- 
sure Casting, Inc., are offered 
in a descriptive, illustrated folder. 


. ALUMINUM HEAT CONTENT 
CHART and furnace specifications 
are offered by Stroman Furnace 


. ALUMINUM ALLOY SELECTOR to 
aid in analysis of foundry prob- 
lems is offered by U. S. Reduction. 
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. TWO METAL CLEANERS — an 


electrocleaner and a heavy-duty 
soak tank cleaner for zinc die 
castings are subjects of 2 bulletins 
from Diversey. 


. DIMENSIONING DIE CASTINGS 


is the subject of a guide book 
from Newton-New Haven Co. 


. WALL CHART ON LUBRICANTS 


for die casting dies is available 
from G .W. Smith. Can also serve 
as file folder. 


. IRIDITE FOR PROTECTING metal 


surfaces is described in literature 
from Allied Research. 


. SCREW THREAD INSERTS for use 


in die cast metals are the sub- 
ject of a data sheet from Groov- 
Pin. 


. BARREL FINISHING data book is 


offered by Minnesota Mining & 
Mfg. 


. MASS-PRODUCTION FINISHING 


by use of barrel techniques is 
the subject of an_ informative 
book from Roto-Finish. 


. LUBRICANTS FOR POWDER met- 


allurgy are described in literature 
on zinc stearate issued by Ameri- 
can Cyanamid. 


. METAL-OF-THE-MONTH is a 


monthly resume of metal market 
news and data from Belmont 
Smelting & Refining Co. 


. DIE CASTING MACHINE specifi- 


cations are presented in a cata- 
log from Cast-Master, Inc. 


. ZINC ALLOY SUPPLIERS, Henning 


Brothers & Smith, offer a month- 
ly house organ called The Hen- 
ning Messenger. 


. HOW TO DESIGN aluminum & 


magnesium die castings is the 
subject of a data book from 
Litemetal Dicast. 


. CONTROL OF METAL DRIP be- 


tween faces of die casting dies is 
covered in literature from Ring 
Valve Co. 


. COMPLETE CATALOG of midget 


mills, chatterless countersinks, ball 
reamers, files and other small 
tools is offered by Severance. 


. PRESSES FOR MOLDING plastic 


patterns used in investment cast- 
ing are described & illustrated in 
a catalog from Van Dorn Iron 
Works. 


. BARREL BURNISHING of small 


parts is thoroughly presented in a 
manual from Abbott Ball Co. 


. DIE CASTINGS FOR DEFENSE is 


the subject of a booklet, “We're 
Geared for Your Defense Needs,” 
from Advance Tool & Die Casting. 


. SMALL DIE CASTINGS — review 


of size, alloy & design limits in 
a folder from Gries Reproducer 


. DESIGNING FOR POWDER metal- 


lurgy is the subject of an engin- 
eer’s handbook from International 
Powder Metallurgy. 

continued on page 60 
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Make the HAMMER Test! | 


See why Super-Honite Chips last 
twice as is long! * Hit an ordinary synthetic chip with a 


REGULAR HONITE FOR TOUGHEST 
NATURAL CHIP—No other natura! barrel 
finishing abrasive—not even granite 
—retains its edge as long as regular 
Honite. Use it for close tolerance work or 
where a minimum of metal removal is 
required 


Se SSS eae 


St. Paul 6, Minn 


Company 


Address 


City 


Write today for your free copy of “3M Barrel Finishing” . 
filled with helpful information on increased efficiency, lower 
costs. Address \innesota Mining & Mfg. Co., Dept PMM-92, 


PMO. occ cccccvcccccccccccscceces 


hammer. See how it crumbles, pulverized 
by the force of the blow. Now, hit a piece 
of Super-Honite the same way. See how 
it fractures in cleanly-divided, large seg- 
ments. Takes a harder blow! The hammer 
test shows how Super- Honite—the 
world’s toughest abrasive chip—stands 
up better than any other barrel finishing 
abrasive. Eliminates lodging. And Super- 
Honite is the only chip engineered for 
both grinding and burnishing . . . the 
only chip you can rely upon for double 
duty, double life performance. 


Make the hammer test and see the 
difference! See why Super-Honite never 
crumbles 





Barret FINISHING CHIPS e 
t COMPOUNDS e EQUIPMENT 


Made in U.S.A. by Minnesota Mining & Mfg. Co., St. Paul 6, Minn 


“Scotch” Brand Pressure-sensitive ‘Tapes 


seal’’ Rubberized Coating Scotchlite Ref 
Surfacing iM Adhesives. General Export 


In Canada: London, Ont., Can 


lective Sheeting 


also makers of 
tet Sound Recording ‘Tape Under 
Safety-Walk™ Non-slip 
122 E. 42nd St., New York 17, N.Y 


For additional information Circle No. 30 on the Reader Service Card 
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63. DATA SHEETS on Luster-On pass- 


ivating bright dip for zinc die 
castings, and Pla-Tank reinforced 
plastic material for plating equip- 
ment, are offered by Chemical 
Corp. 


. FINE ABRASIVES suspended in 


liquid for surface finishing is the 
subject of a bulletin from Pang- 
born on Hydro-Finishing. 


. IMPREGNATING POROUS CAST- 


INGS is reviewed in a brochure 
from Metallizing Company of 
America which tells how to sal- 
vage porous castings. 


. SHELL MOLD CASTING facilities 


newly opened by Die Mold Cast- 
ing Div. of P. M. P., are the sub- 
ject of literature. 


. REFERENCE FOLDER on a line of 


P-V investments for the invest- 
ment casting process is offered 
by Pre-Vest. 


. DEBURRING OF HOLES by means 


of a new type of tool is the sub- 
ject of a folder from NoBur. 


. SOME GOOD THINGS to know 


about metal cleaning is the sub- 
ject of a booklet from Oakite. 


. MULTI-PURPOSE GRINDER & 


MILLER unit is presented in a piece 
of literature from Precise Products. 


. FILLING ENAMEL in recessed de- 


signs or lettering is described in 
literature from Acromark. 


. BARREL FINISHING is discussed 


in 3 booklets from Almco Div., 
Queen Stove Works, covering the 
process, materials & equipment. 
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PROMOTIONS AND 
APPOINTMENTS 


RUSSELL L. BROWN has 
been named sales manager of 
the Chicago branch office of 
Sonken-Galamba Corp. Chicago 
office is at 188 W. Randolph St. 


Three high level changes in 
research staff have been an- 
nounced by Dow Chemical Co. 
They are: L. C. CHAMBER- 
LAIN, formerly manager of re- 
search for the plastics depart- 
ment, to be assistant to the di- 
rector of research; RAYMOND 
F. BOYER to replace Chamber- 
lain; DR. WILLIAM C. BAU- 
MAN to be director of physical 
research. 


IRVIN E. FRYE has been 
appointed mananger of the 
Foundry Div. of Fischer and 
Associates, Cleveland consult- 
ing engineers. 


R. R. ROBERTS has been 
named manager-finance of the 
Carboloy Department., General 
Electric Co., replacing S. B. 
STROM who will be manager- 
finance for Components Prod- 
ucts Div. of G. E. 


WALTER S. SCHAMEL has 
been appointed district man- 
ager of the Los Angeles office of 
American Wheelabrator and 
Equipment Corp. 


RAYMOND T. WHITZEL has 
been made general manager of 
the smelting division of Alumi- 
num Company of America suc- 
ceeding V. C. DOERSCHUK 
who will become technical con- 
sultant, chiefly on aluminum 
smelting and related problems. 


CARL E. ALLEN, president 
of Campbell, Wyant and Cannon 
Foundry Co.in Muskegon, Mich.., 
has been appointed to the board 
of directors of Dow Chemical 
Co. 

GEORGE J. BRUYN, man- 
ager of the Niagara sales office of 
Hooker Electrochemical Co. has 
been appointed chief of the 
Alkalies Section, Inorganic and 
Agricultural Chemicals Branch, 
Chemical Div., N. P. A. 


continued on page 70 
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The meaning 


of a signature! 


Through a quarter of a century of know- 
ing how, the S%st ‘reputation for Better 
Methods— Better Die Castings, has been 
cecognized. 


Sound engineering, metallurgical knowl- 
edge and skilled techniques have achieved 
and maintained a standard of superior 
quality. 

$%sr has kept faith, always deserving the 
mark it bears. $#@s_¢ means die castings 


for those who want the best. 


A sound, time-tested institution and a sound 
time-tested product have won confidence 
and widespread endorsement. 
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PLASTER MOLD CASTINGS 


continued from page 38 





Vv 


universal joints and castings 
that must maintain strength and 
ductility at elevated tempera- 
tures, non-sparking tools, brush 
holders, bearing retainers, hard- 
ware fittings, placques, valve 
bodies, clip fasteners, food and 
dairy products, cable clamps and 
electrical connectors. 
cores, producing surfaces that 
are smooth and clean. 

Castings and self-rivets are 
cast integrally, and markings, 


letters and numbers, either 
raised or depressed, are easily 
reproduced. 

Castings run uniformly to 
ordinary machine tolerances 
with limits, depending on size 
and design, running from plus 
or minus .005 to plus or minus 
.010 on one side of the parting 
line. On dimensions which cross 
the parting line, the tolerances 
are slightly higher. The draft 
on internal vertical surfaces, 
such as small holes, can be as 
little as .004 to .005 per side. 
Draft on outside verticle sur- 
faces is not normally required. 
Holes are cast ready for tapping 
or reaming. 
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American Major In- 


dustries are now sending their 
dull cutters to Severance for regrinding 
because they know (1) strategic material 
is being conserved (2) quick deliveries 
are assured (3) their reconditioned tools 
will give new-tool performance, and (4) 
their production costs are lowered. This 
SEVERANCE SERVICE is paying-out for 
others — It will Pay you too! 
At SEVERANCE, New-Tool Craftsmen, using the 
same precise skill and care that they do in grind- 


eee 


dull cutters today! 


SEND YOUR 
DULL CUTTERS TO 
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Die patterns are made in split 
style, each portion being mount- 
ed on ground machined unit 
strips. Since many different die 
patterns can be combined in one 
mold, the customer does not 
have to buy a full flask of die 
patterns unless he uses a special 
alloy or his volume requires it. 
The life of the die patterns is 
practically unlimited, inasmuch 
as they are not subjected to ab- 
rasive mold materials, impact, 
high temperatures or molten 
metal. 

The range and uses of alloys 
in current production offers a 
wide scope for users. Alloy 
specifications include yellow 
brass, aluminum bronze, high 
tensile manganese bronze, high 
strength aluminum, and alumi- 
num alloy, plus many other 
copper-base alloys. 

Among the products produced 
by the plaster mold process are 
communication instrument and 
pump parts, aircraft fittings, 
pistons, cylinder heads, torque 
converters, impellers, gears, 
sprockets: control levers, bear- 
ings, marine equipment, acid 
resisting pump parts, wing nuts, 


Editor’s Note: Part Two of 
this article will appear in the 
October issue of PMM and will 
offer information concerning 
alloys and their properties. 


“ECLIPSE’’ NAME 
TO BE USED 


To simplify product recogni- 
tion, the name “Eclipse” will be 
used to identify all gas and oil- 
fired industrial appliances man- 
ufactured by Eclipse Fuel Engi- 
neering Company, Rockford, 
Illinois. 

All products such as steam- 
boiler plants, Dowtherm vapor- 
izers, gas burners, blowers, pro- 
portional mixers and_ valves, 
formerly marketed under the 
McKee name, will now be recog- 
nized by the new “Eclipse” 
trademark. 

The McKee name has long 
been associated with many of 
the diversified products devel- 
oped since Mr. McKee founded 


| the company, 44 years ago. 


PRECISION METAL MOLDING 





THREAD INSERTS ELIMINATE 
SEIZURE, FAILURE OF BOLTS 


A Trenton manufacturer of 
induction furnaces for the foun- 
dry, die-casting and other indus- 
tries has improved product de- 
sign and overcome a_ serious 
maintenance problem by using 
stainless steel wire thread in- 
serts in his assembly. 

Substantially, these furnaces 
consist of two units; an inductor 
unit housing induction coils 
which carry up to 2,000 am- 
peres and a main housing, up to 
about 100x60x140 inches in size, 
which contains the hearth. The 
sections are joined along ma- 
chined faces by from 10 to 20 
bolts, (5/8-11 or 3/4-10) depend- 
ing on the size of the furnace 
and its attached inductor. These 
Ajax Engineering Co. furnaces 
range in power rating from 
about 20 to 1000 kw. 

Because it is sometimes de- 
sirable to change or replace in- 
ductor units ease of mainte- 
nance dictates that disassembly 
be simple and rapid. Yet to use 
flanges which would accept 
bolts and nuts would have in- 
troduced undesirable design ele- 
ments. For one thing, such a 
flange would separate the two 
elements of the furnace by three 
to four additional inches. Also, 
it would add considerably to the 
cost of weldment. 


Accordingly, cap screws are 
employed in tapped blind holes. 
In use, these bolts are exposed 
to temperatures in the neigh- 
borhood of 200 F; also, they are 
in close proximity to an intense 
magnetic field. 

In early models, attempts to 
remove cap screws after the 
furnace had been in use for a 
considerable period met with a 
high proportion of failure. Of- 
ten, the screws were found to 
have seized in the threads, with 
the result that they would twist 
off. The resultant cost in man- 
hours and increased down-time 
needs no elaboration. 

Seeking to avoid this seizing, 
the manufacturer experimented 
with various classes of thread 
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fit, and tried brass bolts, but 
neither expedient produced any 
improvement. The next remedy 
was the use of Heli-Coil inserts 
—thread inserts made of stain- 
less steel wire precision-formed 
to a diamond-shaped section. 
They have abolished the seizing 
trouble, and have been adopted 
as standard equipment. 

The performance of these in- 





serts in high-heat applications 
where ordinary bolts become 
decarburized and brittle was not 
unexpected. Beyond that, how- 
ever, it is the opinion of Ajax 
engineers that some of the earl- 
ier trouble may have stemmed 
from the action of the magnetic 
field on the unprotected bolts. It 
is considered possible that bolts 
threaded into the Heli-Coil in- 
serts resist this action because 
they are shielded, in a sense, by 
stainless steel which is only 
very slightly magnetic. 
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WHETHER YOUR REQUIREMENTS ARE FOR \aamrRoAtRteS arora 


A steel consultant to the 


C nation’s arms program, Dr. 
ASTINGS Maurice J. Day, metallurgical 
engineer at U. S. Steel Co., 
’ Pittsburgh, Pa., has been named 
a. manager of the materials and 

or 


a processes division at Armour 
Research Foundation of Illinois 


Institute of Technology. 
Dr. Day’s appointment as one 
| of the Foundation’s three div- 
LL ision Managers was announced 


today by W. E. Mahin, director 


There is no better source of gpa 
a e e succeeds f asler, 
supply in the Midwest than | who has been acting manager of 


the division since May, 1951 


Mr. Casler continues as assist- 
— ant director of research and 
Ls d manager of program develop- 

ment. 


As manager of the materials 

/ and processes division, Dr. Day 

Vm ¢ DIE MOULDED CASTING co. will direct reseach and develop- 

4 y 525 E. MICHIGAN ST., MILWAUKEE 2, WIS. Ys ment activities of 300 scientists 
Since 1903 


and administrative personnel 











Shop foremen say: 


“When you need ZAMAK 


zinc base die casting alloys 


HENNING can’t be beat!”’ 


Ask any man who has worked with our product and he'll give 
you a dozen reasons in five minutes why he wouldn't use any 
other. Try it and be convinced. 


Return the coupon to receive our monthly house organ and booklet 
covering all ZINC base ALLOYS. 


excer ano bescemve sone.” ' HENNING BROS. & SMITH INC 
MESSENGER AND DESCRIPTIVE BOOKLET.” s s 


\ 
95 SCOTT AVE. . BROOKLYN 37, NEW YORK 
| N Phone HYacinth 7-3470 
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ALLOY CASTING INSTITUTE 
REPORTS ON RESEARCH 
IN HIGH TEMPERATURE ALLOYS 


Meeting at Hot Springs, Va., 
in their 12th annual convention, 
members of the Alloy Casting 
Institute, a technical association 
of high alloy foundries, were 
given a complete picture of the 
accelerated progress being made 
in the vital field of high alloy 
castings materials and_ tech- 
niques. 

Reporting to the assembled 
technical and operating execu- 
tives of the nation’s high alloy 
foundries, R. H. English, chief 
metallurgist, National Alloy 
Steel Division of Blaw-Knox 
Company, Pittsburg, Pa., and 
outgoing chairman of the Insti- 
tute’s Technical Research Com- 
mittee, gave a detailed picture 
of intensive technical research 
being sponsored by the Institute 
at Ohio State University and at 
the Battelle Memorial Institute, 
Columbus, Ohio. 

Research at Ohio State has 
been carried out on the evalua- 
tion of titanium as a substitute 
for columbium in the cast stain- 
less steel alloys. A final report 
on this work will be presented 
to the technical committee of 
the Institute in September. 


The research at Battelle, ac- 
cording to Mr. English, was con- 
centrated on high temperature 
work, with the majority of the 
effort being devoted to a study 
of the 20% chromium, 9% 
nickel composition type for ele- 
vated temperature service (re- 
cently announced by the Insti- 
tute.) Maximum and minimum 
amounts of chromium were in- 
vestigated, as they affect ther- 
mal fatigue properties and 
strength at elevated tempera- 
tures. 


Other high temperature pro- 
grams scheduled for the follow- 
ing year include a study of the 
correlation of thermal fatigue 
and stress rupture properties of 
of the 35% nickel, 15% alloy 
composition range. Mr. English 
also announced the completion 


SEPTEMBER, 1952 


of a study of the effect of com- 
position on resistance of high 
alloys to corrosion by neutral 
heat-treating salts. The results 
of this program will be pre- 
sented before the annual Metal 
Congress in October, 1952. 


LAMMOT DU PONT DIES 

Lammot du Pont, former 
president of E. I. du Pont de 
Nemours & Company died July 
24. He was 71 years old. 

Illness that had confined him 
to his Fishers Island, N. Y., sum- 
mer home for several weeks 
kept him from the side of his 
two brothers, Pierre and Irenee 
at the company’s 150th anniver- 
sary ceremonies a few days be- 
fore his death. 





tremely small particle size, high 
covering power and great bulk can 
provide the answer to your lubri- 
cating problems —can speed up 
your processes and improve the 
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with CYANAMID ZINC STEARATE. 


Cyanamid Zine Stearate’s ex- 


AMERICAN Ganamid COMPANY 


INDUSTRIAL CHEMICALS DIVISION 
30 ROCKEFELLER PLAZA, NEW YORK 20,N. Y 


quality of your moldings. 

For a sample of Cyanamid Zinc 
Stearate and an informative bulle- 
tin, “Cyanamid Zinc Stearate as a 
Lubricant in Powder Metallurgy,” 


mail the coupon below 





Industrial Chemicals Division, Dept. PM 7 


30 Rockefeller Plaza 
New York 20, N. Y. 


Please send me a sample of Cyanamid Zinc Stearate and a copy of your 
bulletin on Zinc Stearate as a Lubricant in Powder Metallurgy. 


Name_____ a << 
Company 
Address 
City 


- oe cnsansiabeediteniaédd 


Zone____. State. 


In Canada: North American Cyanamid Limited, Toronto and Montreal 








METALLURIGAL ARTICLES TO BE 
FEATURED IN OCTOBER PMM; 
RECOGNITION FOR METAL SHOW 


Metallurgical aspects of the 
metal forming techniques cov- 
ered editorially by PRECISION 
METAL MOLDING magazine 
will be emphasized in the spec- 
ial October issue to be distribut- 
ed at the National Metal Expo- 
sition. 

The exposition will be held in 
Philadelphia October 18-24 at 


Consult any 
of the offices 
listed below 
or write us 
directly. 





7 AS THE NAME INDICATES 


raga 


Aluminum and Zinc Base 


the Philadelphia Convention 
Halls in conjunction with the 
34th National Metal Congress. It 
is expected to attract many 
thousands of engineering, pro- 
duction, executive and research 
men from the field of metals. 

In recognition of the concen- 
trated interest in metallurgical 
and technical subjects, PMM 
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DIE CASTINGS 
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and STRUCTURE 


PARAGON Die Casting Company 


5853 WEST DICKENS AVE. 


SALES OFFICES 


¢ CHICAGO 39, ILL. 
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will offer several special art- 
icles among which are: 

e Spectrographic analysis 
of zine base die casting 
alloys, 

Comprehensive survey of 
investment casting, with 
emphasis on the alloys 
and their properties, 
Outline of some of the 
properties and character- 
istics of the new chrome 
carbides produced by 
powder metallurgy, 
Survey of alloys that can 
be plaster mold cast, 
Vacuum 
techniques 
die castings, 


metallizing 
for coating 


Production of special 
melts of alloys for in- 
vestment casting. 

Precision Metal Molding will 
be distributed from the maga- 
zine’s booth, No. 1361, at the 
Metal Exposition, where it will 
mark its first anniversary since 
the expansion of its editorial 
field to cover five precision 
molding techniques. 

The Metal Congress and Ex- 
position are jointly sponsored 
by the American Society for 
Metals, the American Welding 
Society, the Institute of metals 
Division of the American In- 
stitute of Mining and Metal- 
lurgical Engineers, and _ the 
Society for Non-Destructive 
Testing. 

More than 400 nationally- 
known firms engaged in the pro- 
duction of metals, the treatment 
of metals, the fabrication of 
metals into component parts or 
products, or in rendering serv- 
ices to these firms, will be 
among those exhibiting at the 
Exposition. 

Nearly five acres of floor 
space will be covered for dis- 
play and demonstration. In ad- 
dition, thousands of square feet 
have been set aside for the 
meetings, forums, lectures and 
other activities connected with 
the Congress. Many technical 
programs are scheduled. 

Theme of the seven days of 
meetings and five days of ex- 
hibitions will be “Metal Keeps 
The Peace.” 
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Inpbustry News 








AMERICAN DIE CASTING INSTITUTE 
OPENS 25th YEAR; FEATURE 
TECHNICAL PAPERS AT MEETING 


Beginning its 25th year of 
life, the American Die Casting 
Institute will bring its members 
together this month for the an- 
nual business and technical 
sessions which have served as a 
focal point for the organiza- 
tion’s constructive activities 
over the years. 


Meeting in Chicago Septem- 
ber 17 and 18 at the Edgewater 
Beach Hotel, the Institute has 
lined up a program of papers 
which should attract the largest 
attendance in its history. Fol- 
lowing a general membership 
meeting on Wednesday morn- 
ing, the program announced 
by David Laine, Secretary of 
the Institute, is as follows: 


A panel of three safety direc- 
tors will address the group 
Wednesday afternoon on the 
subject “Whose Accident Was 
It?” This marks a continuance 
of the Institute’s emphasis on 
safety in the die casting indus- 
try, climaxed last year by the 
publication of a new Safety 
Manual. Taking part in the 
panel will be Byron Van Horn 
of Doehler Jarvis Corp., Nor- 
man Dress of Precision Castings 
Co., Inc., and Charles Sanford of 
Cleveland Hardware & Forging 
Co. 

Following the safety panel, a 
cost accounting session will be 
held, centered about a paper by 
Ralph Knapp of Precision Cast- 
ings Co., Inc., on the subject, 


“The Cost of Aluminum Die 
Castings Compared with the 
Cost of Zinc Die Castings.” 

A special panel made up of 
R. Bernhardt of Doehler-Jarvis 
Corp., Walter Goldhammer of 
Superior Die Casting Co., and 
C. A. Stone of Stewart Die Cast- 
ing Division of Stewart-Warner 
Corp., will take part in a dis- 
cussion of cost comparisons fol- 
lowing Mr. Knapp’s paper. 

Two sessions on Thursday 
morning, September 18th, will 
be held. The first will be a panel 
discussion on “Growth of Sta- 
tistical Quality Control in In- 
dustry and the Production Prob- 
lems Involved.” Discussion will 
be led by a team of experts from 
the Chicago Section of the Am- 
erican Society for Quality Con- 
trol. 

The second session will be a 
technical meeting at which H. 
N. Maier of Doehler-Jarvis 
Corp. will present a_ paper, 
“Metal Flow Characteristics in 
Die Casting Dies.’ For the dis- 
cussion that follows Mr. Maier 
will be joined by a panel of In- 
stitute metallurgical committee 
members who have been study- 
ing this subject. 

Two social events of the 
sessions will include the ban- 
quet Wednesday evening at 
which the annual Doehler 
Award will be presented, and 
the luncheon given for Institute 
members by Precision Metal 
Molding magazine. 





ALUMINUM CASTINGS OFF 

IN FIRST HALF OF 1952 
According to a report from 

the Bureau of Census, Depart- 

ment of Commerce, shipments 

of aluminum base alloys during 
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the first half of 1952 were down 
from the comparable period in 
1951. 

Total shipments in 1952 am- 
ounted to 280,375,000 pounds 
compared with 300,892,000 


pounds in 1951. Current output 
of die and permanent mold 
aluminum castings listed in the 
report show 81,989,000 pounds 
of die castings and 80,295,000 
pounds of permanent mold cast- 
ings, the balance being divided 
between sand castings and “all 
others”. 

The Bureau also reported a 
first half gain of from 15,577,- 
000 pounds of magnesium cast- 
ings in 1951 to 19,256,000 
pounds in 1952. 


CARBORUNDUM PLANT 
TO PRODUCE SPONGE METALS 

A new plant for the produc- 
tion of zirconium and hafnium 
sponge metals is to be built by 
The Carborundum Metals Com- 
pany, Inc., a recently formed 
subsidiary of The Carborundum 
Company, it has been an- 
nounced by Clinton F. Robin- 
son, president of The Carborun- 
dum Company. 

The plant will be located just 
outside the village line of 
Akron, New York, south east of 
Niagara Falls. 

ONLY A CIPHER, BUT... 

In an article describing some 
components in the White sew- 
ing machine (PMM, July 1952, 
pg. 33) reference was made to a 
small powdered metal slide 
block made for White Sewing 
Machine Corporation by Pre- 
cision Metal Products Company 
of Ellwood City, Pa. 

It was pointed out that a tol- 
erance of + .001 is being held 
on this part. However, it has 
been called to the attention of 
PMM that the bore diameter of 
the piece is actually being held 
to a tolerance of .0001 on a 
production basis. Since this is 
an exceptional job, the editors 
have checked further with 
White engineers to verify this, 
and are assured that this close 
tolerance is being met. 
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GRIES REPRODUCER NAMES 
TWO SALES REPS 

Appointment of two _ sales 
representatives for Gries Repro- 
ducer Corp. of New York has 
been announced by Joseph Saks, 
sales manager. In an area in- 
cluding Minnesota, the Dakotas 
and western and northern Wis- 
consin, A. A. Hume of Minne- 
sota will handle the Gries line 
of fastenings and services in the 


production of tiay zinc die cast- 
ings and plastic moldings. 

Jay C. Angel & Co. of Chicago 
will represent Gries in the Chi- 
cago metropolitan area. 


INVESTMENT CASTING MATERIAL 
IS SUBJECT OF REPORT 

A report issued by the U. S. 
Air Material Command and now 
available from the Library of 
Congress covers an_ investiga- 
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tion conducted to study the 
feasibility of using less critical 
materials for the investments 
now used for the precision in- 
vestment casting process. In- 
vestments were formulated 
from less critical materials and 
several proved satisfactory as 
substitutes. Title of the 12-page 
report is “Study of Investments 
for Precision Casting Process.” 
It is available from the Library 
of Congress, Photoduplication 
Section, Washington 25, D. C 
Microfilm $1.75; ,Photostat 
$2.50. Code No. of report — 
PB106600. 


INVESTMENT CASTING 
DEVELOPMENTS REPORTED 


Latest developments in the 
“lost-wax” investment casting 
process are described in a gov- 
ernment report reviewed in the 
current issue of the Technical 
Reports Newsletter just released 
by the Office of Technical Serv- 
ices, U. S. Department of Com- 
merce. 

Also discussed in this issue of 
the Newsletter are research re- 
ports on: electroplating and 
protecting metals; a guide to 
higher productivity in packag- 
ing foods; an electrical method 
of making blood counts; and 
ways to make better internal 
combustion engines. 

A feature of the July News- 
letter is an article which tells 
American small business lead- 
ers how to make profitable use, 
in patent matters, of technical 
developments made in Germany 
during World War II. 

Single copies of the July 1952 
Technical Reports Newsletter 
are available without charge 
from the Office of Technical 
Services of the U. S. Depart- 
ment of Commerce, Washington 
25, D. C. or from the U. S. De- 
partment of Commerce Field 
Offices. 


PRECISION METALSMITHS 
EXPAND SALES STAFF 


In an expansion of its sales or- 
ganization, Precision Metal- 
smiths, Inc., Cleveland, O., has 
named representatives in Mich- 
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igan, Minnesota and Pennsyl- 
vania. 

R. L. Tate of the C. B. Law- 
rence Co., 404 Frick Bldg., Pitts- 
burgh, Pa. will represent the 
Cleveland investment castings 
firm in western and sovthern 
Pennsylvania and western West 
Virginia. 

Bader Tool & Engineering 
Co., 1106 East Lake St., Minne- 
apolis, Minn. will cover the en- 
tire state of Minnesota and 
western counties of Wisconsin. 

David T. Applebee, 6 Monu- 
ment Square Bldg., Grand Rap- 
ids, Mich. will cover all of west- 
ern Michigan. 





OFFER MASTERS DEGREE 
IN METALLURGY AT N. Y. U. 

A new graduate curriculum 
leading to the degree of Master 
of Science in Metallurgy has 
been announced by New York 
University for the first time 
with the opening of the regular 
academic year tris month. Cur- 
riculum will stress metals tech- 
nology and physical metallurgy. 
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oe aL ne “ 
... every Facility for Complete 
Die Casting Service to Help 
You Make a Better Product 


The experience and knowledge gained in helping 
others realize the full benefit of the die casting 
process... for more than 40 years .. . is a Plus Value 
for all MILWAUKEE customers. Coupled with the 
modern facilities of MILWAUKEE'S new plant, it can 
help you produce a better product, with greater sales 
potential, at a lower net cost. 


We operate under the Certified Zinc Plan 
of the American Die Casting Institute, Inc. 


ILWAUKEE DIE CASTING COMPANY 


4146 N. HOLTON STREET+ MILWAUKEE 12, WISCONSIN 
Established 1909 


FOR ZINC DIE CASTING MACHiNES 


Stop DRIP ou frout die with 





Ring “No-Drip’ 
@ Control 


Ring “NO DRIP” Control is quickly adjusted to different time 
cycles. It permits free flow on shot stroke, retards speed of 
plunger on return stroke. This creates a vacuum which withdraws 
metal from nozzle on upward movement after die separation, pre- 
venting “run-out”. Leaves a clean sprue with no drip or needle 
point. No need to run with cold nozzle . . . you get better results! 


RING VALVE CO., Clewson, Mich. 
Gentlemen: 


This control prevents die damage and costly die 
repairs caused by metal drip on front die as die 
opens, regardless of cycle time. 


Easily installed, positive in action, trouble-free, it 
pays its way FAST. Only one moving part. 


RING VALVE CO., Inc. 


CLAWSON °* MICH. 
Telephone Lincoln 2-3387 


Please send latest data on your Ring “NO DRIP” Contro} 
for Die Casting Machines. 
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The Most Complete 
and Modern 
Die-Casting Facilities 
in New England 


Our latest type high pressure 
Lester Phoenix machines insure 
precision low-cost castings. 

You can depend upon our proven 
know-how to design and develop 
your most intricate castings. 
Ask to have the Mason represent- 
ative call, or send us your prints. 
Our Engineering department will 
give every request, whether large 
or small, conscientious prompt 
attention. 


L. E. Mason is an approved source 
for America’s leading manufacturers. 


L. E. MASON CO. 


BOSTON 36, MASS. 
Established 1931 
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PROMOTIONS 


continued from page 61 





Vv 


LLOYD J. BOHAN of Los 
Angeles, Cal., has been appoint- 
ed sales representative in South- 
ern California and Nevada for 
Michigan Steel Casting Co., 
Detroit. 

CLIFFORD R. PALKIE has 


For additional information Circle 


joined the staff of United 
Chromium, Inc. as _ assistant 
sales manager in the Organic 
Coatings Division. 

RICHARD T. VOELZ and 
TRUMAN S. BROWN were re- 
cently appointed field repre- 
sentatives for the Chicago and 
Los Angeles sales offices, res- 
pectively, of the F. J. Stokes 
Machine Co. of Philadelphia, Pa. 
CLIFFORD S. VAUGHN has 
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PERMANENT MOLD 
MACHINES 


for 
Hand, Air or Hydraulic 
Operation 
Built to suit your requirements 
Send complete specifications 
so we can quote prices and 
deliveries. 


STANDARD MACHINERY CO. 


Grond Rapids 4, Michigan 














Are You Getting 
the Best Castings 
Made ? 


CENTRAL SERVICES PROVIDE: 


Central offers com- 
plete modern facili- 
ties, strategically 
located which assures 
you of getting prompt 
dependable service 
on the best castings 
made. 


@ Complete engineering and design service 

®@ Wide range of quality aluminum and zinc alloys 
® Die and Tool making 

®@ Machining and finishing facilities 


Make use of our complete service and mail in your 


defense production requirements for prompf quotation. 


DIE CASTING and MFG. CO. 
2935 West 47th Street * Chicago 32, Illinois Sj 
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been named assistant Western 
Regional Manager of The Bel- 
lows Company of California. 

FRED D. MARTIN, formerly 
assistant plant manager for 
three plants of Speer Carbon 
Co., has been named plant man- 
ager of the entire St. Mary’s Pa., 
manufacturing fa ilities of the 
company. 

LOUIS V. GANON has been 
appointed Massachusetts sales 
representative for Frederic B. 
Stevens, Inc. 

RALPH O. BETTISON has 
been appointed field engineer in 
the Pontiac, Mich., area, by The 
Bellows Company. 

HARRY L. SMITH, JR., has 
been made staff manager, prod- 
uct sales, for Aluminum Com- 
pany of America, and will be 
replaced as manager of sheet 
and plate sales by W. T. Mitman 
of Alcoa’s Washington, D. C., 
sales office. 

RAYMOND E. LAPEAN, ex- 
ecutive vice president of Chem- 
ical Construction Corp., has 
been named managing director 
of Cyanamid Products, Ltd. 


DeCardy 


BROS. 


specialists 
in small 
Die-cast Parts @ 


45 YEARS of 
engineering skill and 
experience in the 
mass production of 
quality small zinc 
and lead base 
castings. 
inquiries invited 
send specifications 
or blueprints 
for quotation. 


De Cardy Bros. 


COMPANY 


established since 1907 
1806 No. Keeler Ave - Chicago 39 

Tel. BEImont 5-6916 
Circle No. 74 on the Reader Service Card 
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gi CASTINGS 


(NON-FERROUS) 
SAND CASTINGS 
PERMANENT MOLD 
DIE CASTINGS 


Hampden Brass & Aluminum Co. is fully 
equipped to handle all casting problems 
— from engineering to finished casting. 


s ur foundry. 
cast at our to y PATTERN SHOP e X-RAY & 


SSS LABORATORY FACILITIES 


oD <=> & 


PERMANENT MOLD 
CASTINGS SAND CASTINGS 


PRESSURE CASTINGS @ HEAT TREATING 


CO. 


Illustrated below are some 
of the parts for this saw 


we 
SHB 


HAMPDEN BRASS & ALUMINUM 


SPRINGFIELD 1, MASSACHUSETTS 


THINK 
of 


Whatever your castinc 
specify S-G Al 

by skilled } 
facilities are available to help yo 
Trouble-free 


know-how of diecaster or foundry 


production of quality 
craftsmen must have the right type 
You can rely on $-G Alloys—t 


and grades of de-oxidizers 


SONKEN- GALAMBA 


i num @ES 


Riverview. at 2nd ‘Street Kansas City 18, Kansas 
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ON POWDERED 
METAL PARTS 


International Powder Metallurgy Co. announces increased 
production facilities for step-by-step production of top 
quality powdered metal parts. At your command are com- 
plete facilities—engineering and design, tool and die mak- 
ing, machining and finishing. 
Contact holder on business machine illustrates contoured 
shaped, ready-to-assemble part molded and ma- 
chines to exacting specifications. 

Now available—The Powder Metallurgy 

Engineers Handbook. Send for a copy on 

your company’s letterhead. 





International Powder Metallurgy Co. 


439 W. MAIN ernaes * RIDGWAY, PENNSYLVANIA 





OPEN SALES OFFICES 


Expansion of service to alum- 
inum fabricators through the 
establishment of nine new sales 
offices and five newly appointed 
distributors has been announced 
by Bert Inch, vice president in 
charge of sales, Kaiser Alumi- 
num & Chemical Sales, Inc. 

The combined operation of 
these 14 sales outlets will cover 
fabricators in over 11 central 
and eastern states. 

Sales offices were opened in 
Birmingham, Ala.; New Or- 
leans, La.; Grand Rapids, Mich.; 
Tulsa, Okla. ,and Pittsburgh, Pa. 
Offices were also established in 
Miami, Fla.; Baltimore, Md.; 
Evansville, Ind., and Columbus, 
Ohio. 

Distributors appointed by the 
company were: Earle M. Jor- 
gensen Company, Houston and 
Dallas, Texas; Industrial Met- 
als,, St. Louis, Mo.; Follansbee 
Metal Warehouses, Pittsburgh, 
Pa.; and Merrill Aluminum 
Corp., a subsidiary of the 
Merrill and Usher Company, 
Worcester, Mass. 





STURDY, RUGGED ALL STEEL CONSTRUCTION 


MASSIVE LINKS OCCUPYING ENTIRE SPACE BETWEEN 
TIEBARS ASSURE MAXIMUM LOCKING PRESSURE FOR OFF-CENTER 
DIES e@ SIX SHEAR POINTS MINIMIZE LINK PIN BREAKAGE 


Hydraulic Core-Pull — 
and Ejection Mani- 
fold mounted on 


in solid, eliminating 
all flexible hose. 


COMPLETE SPECIFICATIONS 
ON REQUEST! 


@ 3 
res eal CAST - MASTER 
permits core-pull C 
eylinders to be piped ~ 


CAST-MASTER, inc. 2123 HAMILTON AVE., CLEVELAND 14, OHIO 


or inf » Cire oO. om the Reader 
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HOLLOWED SPRUE of this gate of small 

° zine die castings indicates that vacuum has 

been maintained throughout the piston with- 

drawal cycle so that all metal is sucked back 
from the sprue. 


Drip-Control for 


DAMAGE TO DIES results from metal drip 

* such as this picture illustrates. Arrow points to 

drip of liquid metal at end of shot cycle which, 

if left in the die, might seriously impair the die 
halves. 


DIE CASTING dies 


PROBLEM that has plagued die casters 
L has been the small drip of metal from 
the casting sprue. This tail-end of the injec- 
tion and plunger-withdrawal cycle has been 
responsible for damage to the die faces, 
thereby shortening the die life. 

A study of the cause of this recurrent diffi- 
culty shows that the rapid movement of the 
shot plunger as it reaches the end of its re- 
tracting stroke breaks the vacuum within the 
shot sleeve before all of the liquid metal has 
been drawn back. This allows the last portion 
of the molten charge inside the sprue to drip 
down as the die opens. 

If not noticed and removed by the machine 
operator, this metal drip is caught between 
the faces of the die halves as they close for 
the next shot, causing imperfect closing of the 
dies and sometimes damaging critical sur- 
faces. 

A recently developed hydraulic device has 
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been introduced to overcome this damaging 
drip. Developed and manufactured by the 
Ring Valve Company it is known as the Ring 
No-Drip Control. 

The effect of the unit is to apply a slowing 
action to the final part of the plunger with- 
drawal so that the vacuum action of the re- 
maining metal is not broken until the plunger 
is completely withdrawn and the molten 
metal completely evacuated. 

Thus, instead of leaving metal in the center 
of the sprue to drip down as the die is opened, 
the excess metal is sucked back and leaves 
the sprue dry. Figure 1 is a closeup view of 
a sprue on which this control action has been 
used. 

Although the unit has been recently an- 
nounced, it has been given four years of field 
testing in daily use at Grand Metal Products, 
who report more than a million shots without 
drip damage to the dies. 


Page 73 








LETTERS TO THE EDITOR 
continued from page 6 





other than our present method 
of selling it as scrap. 

I’m sending along a sample of 
this waste material for your an- 
alysis. With your knowledge of 
this subject and your contacts 


with manufacturers in this line, 
I feel sure that this problem can 
be solved.—R.P. 

Your problem connected with 
the better use of steel shot scrap 
is a recurring one in industry. A 
very considerable amount of 
work has been done on this 
material over the past several 
years. 

Unfortunately, no good utili- 
zation of the scrap powder has 


We're all inclined to boast about the 
quality and superiority of our products. 
And those who hear or read our claims, 
naturally discount them accordingly. That's 
why we at Badger prefer to let the records 


speak for us 


records which show that 


many leading manufacturers of household 
utensils have had Badger die cast their 


products for over 33 years. 


Consult Badger on all 
your die casting problems. 


N 


AS 


DIE CASTING CORP. 


201 WEST OKLAHOMA AVE 


MILWAUKEE 7, WISCONSIN 
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been developed thus far. The 
composition is much too vari- 
able to allow its use except in 
those cases where a cast iron 
part is being replaced by pow- 
dered iron. The material, as you 
recover it, is much too hard to 
be pressed at economically us- 
able pressures, and therefore re- 
quires annealing. 

Generally speaking, the other 
people in the field with whom 
we have had contact find that 
the cost of annealing, sizing, 
blending, etc., is generally so 
high that they find themselves 
in direct competition with the 
iron powders now commercially 
available. Under these condi- 
tions, the variable composition 
and the impossibility of holding 
a consistent composition from 
batch to batch, makes your type 
of powder most unattractive. 
of powder unattractive.—Ed. 


DIE CASTING DIES BY 
INVESTMENT CASTING 


Is it possible to secure further 
information pertaining to in- 
vestment castings insofar as it 
concerns die cast moulds?— 


. F.W.W. 


A portion of the article con- 
cerning a die cast spray gun in 
May PMM describes the produc- 
tion of a die casting die cavity 
by investment casting (page 
84). Name of the company pro- 
ducing these investment cast die 
cavities has been forwarded. 


Also of interest to you may be 
the article in August die cavities 
beryllium copper die cavities 
for die casting.—Ed. 





HIGH DENSITY IRON POWDER 


Our attention has been drawn 
to the fact that Mr. Philip R. 


| Kalischer has published in your 


May 1952 edition of ‘Precision 
Metal Molding” an article under 
the heading ‘Pioneers in High 
Density Iron Powder Parts.” 
We would be very interested in 
getting one copy of the May 
booklet—K. D. (Germany ) 


Copy forwarded.—Ed. 
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BUILD MODEL SHOP 


A completely equipped shop 
with necessary facilities for 
making production prototype 
models of products ranging 
frum rat traps to refrigerators is 
to be included in the new build- 
ing of Sunberg-Ferar, industrial 
designers, now under construc- 
tion in Royal Oak, Mich., it has 
been announced. 


TOLEDO UNIVERSITY OFFERS 
TOOL ENGINEER COURSE 


A four year course in tool en- | 
gineering will be offered by To- | 
ledo University when its fall | 
sessions begin on September 11 | 


of this year. The curriculum, 
which was developed in cooper- 
ation with Toledo Chapter No. 9 
of the American Society of Tool 
Engineers, is open to high schoo! 
graduates 


A certificate of Associate in | 


DIE 
CASTINGS 


a ALUMINUM 


QUALITY 
PRODUCTS 
SINCE 


1910 








SEND BLUEPRINTS OR 
TV let e) melliels Vile), }) 


358 CENTRAL AVENUE 
EAST ORANGE, N. J. 
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This Booklet Explains 
Why We Merit Consideration 


For Your Defense 


DIE CASTINGS 


Please send for 
a copy today! 


ADVANCE TOOL and DIE CASTING CO. 
eee oe 


SS -6:, “~~ > ions 
mans 8 Se Sr) 


is your small parts 
—— 


5 A, 
. size 


@ Precision 

@ Smaliness 

e Faster Production 

© Close Tolerances 

@ Reduced Scrap Loss 

: @ Simplification 
- hy ee >, _@ Product improvement 

variable. eo! pect ‘may ‘. e oe P| e Economy 
i ) © Design Flexibility 


e ; - G H C 


TINY ZINC 
DIE CASTINGS 


SMALLNESS UNLIMITED 
Send us your specifications Max. Wt. 2 oz. 
d ef th let t “ 
WRITE. WIRE PHONE ToDay! & Max. Lgth. 1% 
GRIES REPRODUCER CORP. 


£00 E. 133rd St. New York 54 @ Phone: MOtt Haven 5-7400 
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Industrial Science will be 
granted to those completing the 
course. Forty-three of the 56 
credit hours in the curriculum 
can be applied toward a degree 
in engineering. 


According to L. B. Bellamy, 
national president of the Ameri- 
can Society of Tool Engineers, 
the tool engineering curriculum 
at Toledo University is one of 
many being initiated in colleges 
and universities through the ef- 


forts of the National Education 
Committee and individual chap- 
ters of the ASTE to help allevi- 
ate the national shortage of 
trained production engineers. 

The entire Toledo University 
program can be completed in 
four years of evening session at- 
tendance and thus can be util- 
ized by junior tool engineers al 
ready employed in some phase 
of tool engineering and who de- 
sire further basic grounding in 
their field of work. 


Large or 
Small... 


SIMPLE OR COMPLEX 


@ Accurate can supply you 
with precision die castings when, 
how and where you need them. 
May we help you with yours? 


Write today for complete service 
Aluminum, Zinc, Magnesium Alloy 
Die Castings 
ACCURATE 
DIE CASTING CO. 


3089 E. 8OTH STREET 
CLEVELAND 4, OHIO 
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Cc. C. CARR DIES 

Charles Carl Carr, who re- 
tired in 1949 as director of pub- 
lic relations and advertising for 
Aluminum Company of Amer- 
ica died suddenly July 29, of a 
heart attack, in St. Petersburg, 
Florida, where he has resided 
since retiring from ALCOA. 


OppPorRTUNITIES 





* 


| POWDER METALLURGIST: 


Excellent opening for research metal- 
lurgist interested in powder metal- 
lurgy. Sound metallurgy background 
and some powder metallurgy experi- 
ence essential. Outstanding oppor- 


| tunity to advance personally and pro- 
| fessionally in growing organization. 


Salary commensurate with back- 
ground and experience of candidate. 
Metals Department 
Armour Research Foundation 
of 
Illinois Institute of Technology 


Chicago 16, Illinois 





HELP WANTED: 

We have openings for capable repre- 
sentatives in metropolitan N. Y., north 
and south N. Y., eastern 
Delaware and Maryland. 
Applicants must have good following 
in the die and mold field and be able 
to demonstrate the Di-Profiler in the 
shops. Men with 2 or 3 other items can 
increase their income considerably. 
Please address replies to Nord Inter- 
national Corp., P. O. Box 44,Denville, 
N. J., or phone Rockaway (N. J.) 
9-3199. 


FOR SALE: 

One Lindberg-Fisher Electric Induction 
Stationary Holding Furnace for Alum- 
inum; 40 KW, 230 volts, 60 cycle, 
single phase. Complete with control 
panel and control equipment. Write 
Box 9252, Precision Metal Molding 
Magazine. 


Penna., 








EXPERIENCED PROCESS ENGINEER 
and metallurgist wants position in 
powdered metal field. Can set up, or 
operate, a complete powdered metal 
department. Prefer the West Coast. 
Active now in above work. Write Box 
9152, Precision Metal Molding Mag- 


| azine. 
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Top view shows the braze... 


.. Side view shows the flange. 


Brazing and sintering-one operation 


with POWDER METALLURGY 


IMULTANEOUS brazing and sintering of 

assemblies of pressed components is a pow- 
der metallurgy technique often overlooked or 
unknown to the machine designer. 

Illustrated is a good example of such an as- 
sembled piece made by the Wel-Met Company 
of Kent, Ohio. To make this piece two com- 
pacts are pressed from iron powder; the cup 
shaped member and the flanged shank. Prior 
to sintering these two green compacts are 
pressed together and either a copper ring or 
copper powder placed in the annular groove 
formed around the shank. Sintering is carried 
out in the usual manner at a temperature high 
enough to melt the copper. 

Generally, no supports or fixtures are needed 
during the sintering since the original press fit 
coupled with the normal shrinkage during sint- 
ering will maintain the parts in position. 

The natural porosity of the iron compacts 
helps to furnish a good bond for the brazing 
material so that the joint as made by this process 
is probably considerably stronger than any other 
portion of the piece and may, in fact, be stronger 
than the average copper brazed joint. 

If this part were to be made by machining 
from bar stock an original piece of metal weigh- 
ing from 27 to 28 ounces would be required to 
produce the final piece weighing only 6'2 ounces, 
a loss of almost 75 percent of the metal. As an 
alternative method of fabricating, three parts 
could be made, the cup, a shank, and the flange. 
The three pieces then assembled by furnace 
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brazing or welding. In the second case of weld- 
ing, a secondary machining operation would 
probably be required. In either case, the cost 
would be considerably greater by standard shop 
methods than by powder metallurgy. 

The part shown carries a self lubricating 
bronze bushing that is pressed in after the hub 
has been sintered and brazed. 


A further advantage to be gained by the use 
of powder metallurgical methods in the produc- 
tion of parts similar to the one shown is that 
dissimilar metals or mixtures with special prop- 
erties can be incorporated in the assembly. 

For example, the hub under discussion is a 
clutch housing. The cup shaped member could 
be made of special friction material and still 
assembled by a combined sintering and brazing 
operation if such properties were desirable. 

Materials of different degrees of porosity 
could also be incorporated into a single assem- 
bly. In this case, if it were desirable, the cup of 
the housing could be a relatively high density 
material w!iile the flange and shank could be of 
lower densiiy. In this manner, the shank could 
operate as a self lubricating bearing without 
having a preciable porosity in the cup. 

A wide range of these variations is quite 
possible if the designer will bear in mind that 
assembly such as described can be done. In the 
case of non-ferrous metals the same procedures 
can be followed providing only that a brazing 
material of suitable melting point be used. 
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SIMPLIFIED SOLUTIONS 


for production problems 


REPLACING A 2-PIECE ASSEMBLY, the small die 
cast zinc mounting bushing, right, has cut costs and 
given a more rigid piece than its predecessor. It was 
formerly made of a screw machine part and a brass 
stamping. The manufacturer turned to a zinc die 
casting to reduce costs, to eliminate an awkward 
assembly, and to get a one-piece mounting bushing. 
It is being produced now by Gries Reproducer Corp. 
of New York City. It is shown as die cast at the 
lower right, and as previously fabricated in the com- 
plete assembly at the left. 


SCALE 
5x SIZE 


RANGE OF 
FROM A 


)IMENSIONS TAKEN 
PIECE SAMPLER 


DIMENSION “A” 1251 — 1266 
“B” 1463 - 1485 
Cc" o9 0946 


THIS DATA SUPPLIED BY CUSTOMER 
DIMENSIONS ARE WITHIN TOLERANCES SPECIFIED 


NOW PRESSED from nickel silver powder, replacing 
a machined part made from either brass or steel and 
cadmium plated; the aircraft Gyro clamp, above, is 
typical of the substitution going on in the metal form- 
ing industry. 


By converting to powder metallurgy as a manu- 
facturing method the Kearfott Co. of Little Falls, N. J. 
has not only realized a cost saving of 88 percent as 
compared with the former cost, but more importantly 
now secure parts that are dimensionally more uni- 
form than was possible before. The inspection report 
of a fifty piece sample (see illustration) shows that 
on three critical dimensions checked the variation 
in every cast was only a fraction of the allowable shift. 
This accuracy immediately demonstrates that a very 
considerable reduction in inspection load can be 
made. 


In addition to the dimensional accuracy shown, the 
fabricator of the clamp, the Joseph Dixon Crucible 
Co., of Jersey City, N. J. is able to hold all dimensions 
on the part well within the drawing specifications. 


Another saving made possible by the conversion 
to powder metallurgy is the freeing of machines for 
other work. While it is difficult to translate such a 
saving into dollars, it is still a very real one. 
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A SHIFT LEVER is generally thought of as a nicely 
shaped rod terminated by a plastic knob carefully 
shaped to fit the fingers. When a shift lever goes 
on a tractor, however, it has to be a rugged piece of 
equipment, particularly since a majority of tractor 
operators like to shift with their feet. 

One prominent tractor manufacturer has solvec 
the problem of bending and breakage of shift levers 
by making them of two pieces of ' x 7e steel, shaped 
to fit the particular job and spot welded together. 
The knob is die cast zinc with the steel lever as an 
insert. To secure adequate anchorage of the zinc 
ball to the steel bar a hole is drilled in the steel 
prior to casting the knob. 

The shift lever illustrated is made by the Racine 
Die Casting Co. of Racine, Wis. 
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INVESTMENT CASTINGS 


@ non-ferrous only 

@ sample delivery three weeks 
from receipt of order 

Send blucprints or samples to Home Office for prompt quotations. 


Machined? or Cast? 


PRECISION 


@ cast centrifugally 
@ models and molds made by us 


LOCAL SALES OFFICES 


Jackson-Walter Co Raiph L. Thompson Co 
2027 Arch St.. Philadelphia. Pa 77 Seuth St.. Stamford. Conn 


* PERSONNEL 
* ENGINEERING 
* EXPERIENCE 
* MACHINES 


Adds up to the “KNOW HOW” to bring 
you LARGER castings of greater density 
and better finish. 


American Forge & Mfg. Co 
818 Shore Ave., Pittsburgh. Pa 


It would please us to help you with 
your die casting problem. 


@ MODERN TOOLROOM 


@ COMPLETE FACILITIES 
OUTBOARD MOTOR HOUSING 
5% pound Aluminum die casting 
17 inches high 


CaF EDERAL nie castincco. 


2220N. ELSTON AVE. CHICAGOJAJLL. | 
PHONE ARmitage 64803 _ 
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DIE 
CASTINGS 


j 


Designing 
Engineering 
Die Making 
Metallurgical Control 
Most modern Die Casting 
Equipment 
Complete machining 
polishing and 


assembly facilities 


We invite inquiries 
concerning all 


Die Casting problems 


STEWART 
DIE CASTING 


Division of 


Stewort-Warner Corporation 


4535 Fullerton Ave Chicago 39 | 
275 Warren St, Bridgeport, Conn 
Circle No. 59 on the Reader Service Card 
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- , Free Sample 


FOR TESTING 


your own \abora- 
sf P-V Investment. 
ste today telling 


PURCHASING AGENT 
continued from page 34 





v 


on a trimmed casting, a semi-machined cast- 
ing or a fully finished casting. These various 
bids are carefully weighed and of the die 
casters who bid, the contract goes to the one 
| that gives the lowest final cost. 


a 


us your r 


at eve he 
control at © 
Close - ¥0 


, our produc: 
i sonsistent 
fine 


PD hl adalat te 


It does not necessarily mean that the con- 
tract goes to the lowest bidder. In many cases, 
machining a casting will mean the installation 
| of special machines by Servel which the 
foundry already has. Machining by Servel 
may also mean installation of new machine 
tools, even though they are standard, whereas 
machining by the foundry obviates such pur- 


chases. All these points are considered when 
awarding a contract. 








. from our 
made “estment® 

are priced right! rite, ors . 

wire of P ga ee - vel has found that within their market area, 

this sample, mation there are only a limited number of foundries 

additional infor capable of supplying them with castings that 

will meet their requirements. 


With these considera- 
tions, it is obvious that the apparent low bid- 
der is not necessarily given the job. 
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When all these factors are considered, Ser- 


23432 LAKELAND BLVD. 


When one considers all of the varied know]l- 
| edge and abilities needed by a purchasing 
CLEVELAND-17, OHIO agent who buys die castings, the most obvious 


FOR THE ULTIMATE 
IN DIE CASTING 


Tell us your 
Needs, 
Send blueprints or 
OF quota. 
tin Ne obligation, 
Of course, 
A section of high-pressure aluminum casting 
machines (cold chamber) illustrates one of 
the many modern production methods that 
is part of our complete die casting services. 


THE NEW ENGLAND DIE CASTING CO. 


West Haven, Conn. 
For additional information Circle No. 58 on the Reader Service Card 
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question that comes up is—what are his per- 
sonal qualifications? 

As a starting point, engineering training is 
a help. He should have some knowledge of 
machine shop practices and above all, he must 
be the type of individual who can “win 
friends and influence people.” Without the 
ability to make and use friends (and in return 
be used by them), the purchasing agent is 
little more than a clerk. It is largely friend- 
ship in the industry that enables him to draw 
on the technical skill and know-how of the die 
casters and he must be ready and willing to 
return these favors so long as they in no way 
influence his final decisions. 


NEW MAGNETIC MATERIAL 
DEVELOPED BY NAVAL ORDNANCE 

A new magnetic material developed by 
Naval Ordnance Laboratories, White Oak, 
Md., exhibits coercive force of 3,000 coersteds, 
greater than any known permanent magnetic 
material, it has oeen reported. 

Composition of the material includes bis- 
muth and manganese, and pieces are fabri- 
cated by powder metallurgy techniques. The 
powdered metals are heated to 700C and hot 
pressing the resulting bismuthide at 300c in 
a strong magnetic field. Details are available 
from Navy Technical News, Office of Infor- 
mation, Navy Department, Washington 25, 





STANDARDIZE 
on STA-WARM Fast heating, dependable 


ELECTRIC WAX MELTERS wax melting pots in a wide 

variety of sizes, with ac- 
cessories to suit the manufacturer of investment 
castings are available to help you make perfect 
expendable patterns. Thermostat control with close 
temperature tolerances keep wax at exactly the 
right consistency for steady production. 


Investigate Sta-Warm wax melters today. 


StaWarm ELECTRIC CO. 


525 N. CHESTNUT ST ° 





RAVENNA, OHIO 
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Impregnate 
PRESSURE CASTINGS 


Economically 


with the NEW 
200 Mogullizer 


A positive, low-cost method 
of impregnating pressure 
castings to meet the most 
rigid specifications. Pressure 
castings impregnated with 
this equipment have been suc- 
cessfully subjected to severe 
tests with hot kerosene, hot oil, 
hot water and other solutions 


dence of porosity remaining. 
Meets All Contract Specifications 
If your contract calls for cast- 
ing impregnation, get the 
facts on this MOGULLIZER 
packaged plant which utilizes 
both pressure and vacuum 
stages. 

Write today for free literature 


and recommendations for your 
casting salvage problems. 
NOTE: There are job shops in certain areas who con 
take care of your contract work. A few territories are still 
open for job shop installation. Write for set-up plan today. 


METALLIZING CO. OF AMERICA 


under pressure, with no evi- 


| Dept. PMM, 3520 W. Carroll Ave., Chicago 24, IIl., Telephone: SAcramente 27-3710 








DIE CASTING by YODER 
TURNS YOUR 
PRODUCTION 
COSTS DOWN 
Low! 
%\ UN b 


7 
a 


This quality die casting is 
the “off - on” for 
an electric range. 


switch 


Ler us show you the amazing savings in produc- 
tion costs that Yoder die casting and imagination 
offer you. Consult with our skilled staff on your 
production problems. Call, wire, or write today! 


me | Yoder 


Centrally 
DIE CASTING, INC. 


located to 
industrial 
728 Kiser Street * Dayton 4, Ohie 


producers 
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Vv 


the oversize parts are discharged from the top of 
‘ f A L the screen, while processing chips go through 

the screen and discharge into a Hoist Pan below. The 
amount of agitation is controlled by a variable stroke 


adjustment. Screens are available in mesh sizes of 


fo r 1/16” to 142” and correspond to Roto-Finish chip sizes. 
Screen size is 34” x 27”. 


For magnetic separations the magnetic separating 

unit replaces the agitated screen unit. Parts and 
Di & CA STi N 3S Roto-Finish Chips pass over a magnetic pulley. Parts 
are separated magnetically and then conveyed to 


ALUMINUM . ZINC « MAGNESIUM a container, while the chips fall into a Hoist Pan 


below. The separator is driven by a 1/3 H. P., 
| ini 220/440, 3 ph ’ 
from blueprints to finished parts Grane neees 
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SAFETY SOLVENTS FOR METAL CLEANING 
Tecsolvs 
Tect, Inc. 

SPECIAL FEATURES: Complete series of 10 safety 
solvents said to replace carbon tetrachloride for 
202 West 83rd Street . Chicago 20, Illinois cleaning metals, plant maintenance, etc. Contain no 

District Service Representatives carbon tetrachloride. Little or no tendency to attack 
George Oles Edward Hoffman H.R. Koch Co. painted surfaces, natural or synthetic rubber, plastics 
508 Donovan Bidg. 1641 Scheffer Ave. 5845 Lindenwood Ave. 


Cleveland, Ohio Detroit 1, Mich. St. Paul 5, Minn St. Lovis 9, Mo. or insulated wire. 
HEnderson 1-8929 WOodward 5-6124 EMerson 3371 HUdson 1007 
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JL . . » because Belmont is flexible . . . set up to meet tomorrow's schedule 
; today if need be . . . organized to rush emergency shipments, large or small. 

we — Scheduled deliveries are preferred, of course, but metal uncertainties today 

your copies 4 2 : 

ot Qelmente have thrown many a well-planned program off. Belmont's quick action helps 

timely “Metal- bring them into line again — gets you immediate, efficient attention to orders 

of-the-Month”’ or inquires. 

letters. 


Write 





Metals? > Contact Belmont — up-to-the-minute for over half a century — All 
Metals, All Alloys, All Forms — and FAST DELIVERY! 


“Pulling Mellle inlo Melals Fince 1896"" 


Belmont sinertine & REFINING WORKS, INC. 


307 Belmont Avenue’ Brooklyn 7, N. Y. 
Dickens 2-4900 
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@ + Bit thar fustest... 
&. with Die onal 


That grizzled Confederate Cavalry leader 


Abbott Ball Co., The 
Accurate Die Casting Co 


Acromark Co 


Admiral Die Casting Co General Nathon Bedford Forrest, explained 
his daring victories by stating: “I git thar 
That Civil War 


phrase still applies to the marketing of 


Advance Tool & Die Castings Co fustest with the mostest 


Allied Research Products, Inc manufactured produtts in these competi- 


. tive days of efficiency and speed, coupled 
Almco Div., Queen Stove Works, Inc ’ 
with economy 


Magnesium and Aluminum 
Have Innumerable Uses 


In many cases, the manufac- 


Aluminum Smelting & Refining Co 
American Cyanamid & Chemical Corp 
American Zinc Sales Co. 10 


Apex Smelting Co Cover 3 


Badger Die Casting Corp 74 


Belmont Smelting & Refining Works, Inc 82 turers of products die cast of 


Carborundum Co 52 the new lightweight alloys 


Cast-Master, Inc 2 Magnesium and Aluminum— 


tan “‘fustest’’ increase the 


Central Die Casting & Mfg. Co., Inc 70 ; J 
speed of their production 


Certified Alloys Co., Inc 39 Portable Equipment 


t] 


Wire and Textile 
Spools 


through die casting. Also, they 


Chemical Corp., The 55 


can get the “mostest’’ for their 


Cleveland Automatic Machine Co 18 investment through the impor- 


Cleveland Hardware & Forging Co tant savings made possible 
Cohn & Sons, H. by the use of these weight- 
Cuyahoga Industries, Inc. saving metals and the elimi- 
Selundy Que. Co nation of much costly labor 


otherwise required for ma- 


continued next page chining and finishing. Ilus- 
trated are a few of the 
products manufactured by 
Litemetal Dicast, Inc, for 
varied concerns in metal con- 


suming industries 


Litemetal Dicast, Inc. is an or- 
ganization of specialists—men 
thoroughly experienced in the 


casting and machining of Automotive Parts 


LOW COST 


magnesium and aluminum al- 


PRECISION CASTINGS! 


SHELL MOLDING HOLDS» .0025 TOLERANCES, 


HANDLES HARD-TO-CAST ALLOYS EASILY 


loys. Our equipment includes 
big machines for big jobs 
little machines for little jobs 


Powdered Metal Products Corporation of 
America offers new DIE-MOLD castings, 
produced by the widely discussed shell mold- 
ing process for all types of precision casting 
requirements . ..in a complete range of 
materials including stainless steel and 

heat resistant alloys. 


WRITE TODAY FOR COMPLETE INFORMATION 


Include sketches and specifications for 
quotation. Ask for... DIE-MOLD CASTINGS 


the right sizes and types 
of the most modern die cast- 
TT Met eel MME Aircraft Parts 
are complete for producing 
parts from button size to 


large cable spools 


Write today for literature and 
design information 


Quick action on inquiries 


LITEMETAL DICAST 


DIE-MOLD CASTING DIVISION 0 DN OF HAYES INE 


Inc. 


JSTRIES 
POWDERED METAL PRODUCTS CORPORATION of mwa 1925 W \owooo AVE. + JACKSON, MICHIGAN 
9335 West Belmont Avenue © Franklin Park, Illinois T AND EXECUTIVE OFFIC 
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Investment Casters Prefer 
VAN DORNS for 


molding styrene patterns 


Typical pre- 
cision parts 
produced by 
investment 
casting, us- 
ing styrene 
patterns 
molded to 
.300” toler- 
ances on 
Van Dorn 
Presses. 


Semi-Automatic Injection Press 
—2-oz. capacity. This ultra-modern press has 
push-button controls 
that are safe, simple and 
convenient. 
Accurate 
temperature 
regulation. 
Ruggedly 
built, com- 
pact and 
quiet. 
MODEL H-200 
Power-Operated, 
Lever-Controlled 
Presses — 2-0z. * 
or 1-oz. models. 
Have many auto- 
matic and safety 


features. 


MODEL H-200 


Plastic Grinder — grinds up 


waste, rejects, etc., for re-use. 


Mold Bases for these presses 
available from stock. 


Write |. 
for information 
on this equipment. 
MODEL G-100 


THE VAN DORN IRON WORKS CO. 


Cable Address: ""VANDORN" Cleveland 


2693 East 79th Street Cleveland 4, Ohio, U.S.A 
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aluminum 


oo Magnesium 
ZINC... 





die casting alloys 


Quality Ingot is your 
, assurance of Quality Castings. 
APEX intense search—and research — 
> a for improved alloys 
gives you the quality 
Alloys That Are Best By Test 





from Ingot to Casting. 


APEX SMELTING COMPANY 


~ 


Create an impression of high quality at first glance 
which will remain as a long-lasting sales asset after 


the day of delivery. This formula can often 


be applied with 
MADISON-KIPP 


DIE 


CASTINGS 


The earmark of high quality 


is immediately apparent even on so simple 
a part as the die cast Oil Level Stick, here 
illustrated. Prospective buyers can quickly 
see and feel the difference. 


You may find it very profitable to use Madison Kipp 
die castings for your new parts or the parts you 


expect to redesign. Please send all correspondence 
to our home office in Madison, Wis. 


0 Skilled in DIE CASTING WAlechanica 
ANCIENS ATELIERS GASQUY. 31 Rue du Marais, Brus- /Jg 


sels, Belgium, sole agents for Belgium, Holland, France, 
and Switzerland 


0 Experienced in \UBRICATION Exgcncering 
WM. COULTHARD & CO. Ltd., Carlisle, England, sote SEY 0 Ouiginators Z of Really 
agents for England most European countries, India, Aus- 5 
tralia, and New Zealand Wigh Speed AIR TOOLS 
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